“going around Robin 
Hood's barn” in an ef- 
fort to get the right fin- 
ish on your product? 


LILLY’S SPECIFICALLY 
Formulated Finishes 


provide a direct way to the right finish, for ever since 
we adopted the slogan “With the right finish, you'll 
finish right’ more than ten years ago, our efforts 
have been concentrated, our staff enlarged, our labor- 
atories and plants expanded—always with one pre- 
dominant thought—that of producing specific finishes 
for specific products and purposes. 


_ Indianapolis, Indiana 
Chicago, Ill: Grand Rapids, Mich. 
mee LILLY. High Pc 


LILLY VARNISH COMPANY. 


Yes, it’s possible for a finish to withstand a tough 
beating and still retain original eye-appeal for years. 
That's why hot water heaters are finished with Roxyn 
.11C, which meets the conditions of any type installation. 


Roxyn 11C is equally good in the basement where 
positive protection against moisture and dirt is re- 
quired or in the kitchen where the finish must match 
perfectly with ranges and refrigerators and be com- 
pletely unaffected by grease and repeated washing. At 
the same time Roxyn 11C will not turn yellow when 
exposed to elevated temperatures in service and is so 
mar-resistant that accidental abuse will not detract 
from its good appearance. 


ROXALIN FLEXIBLE LACQUER CO., INC. 
Box 119 + Elizabeth, New Jersey 
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= ARE WAY AHEAD AT THE FINISH! 


e com- 

ing. At 

when Sxrsaw pisc sanpers do all finishing jobs faster, better 

and at lower costs .. . because they are more powerful, more rugged, 

, more dependable. In every industry they are preferred for sur- 

ie facing work in production, repairs and general maintenance. 

file, grind, buff, sand and polish on flat or curved surfaces of w 
metal, stone, tile and compositions .. . with grinding wheels, wire 
brushes, polishing bonnets, rubbing pads and sanding discs. 
Everywhere . . . in every way . . . SKILSAW DISC SANDERS ARE 
way ahead on every finishing job. Ask your distributor to 
demonstrate them for you. 5 powerful els to choose from. 


SKILSAW, INC., 4745 Winnemac Avenue, Chicago, Ill. 
New York + Boston + Buffalo + Philadelphia + Cleveland + Kansas City + Atlanta 
New Orleans «+ Dallas + LosAngeles + Oakland + Seattle + Toronto, Canada 
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4 ZAPON—IN STEP WITH 
CHANGING NEEDS 


i In their 115 years of making fine furniture, the Heywood Wake- 
z field Company has seen drastic change in styles, revolutionary 
e ’ improvement in finishes and their application. Many years ago 
Ris we started supplying their lacquer and sealer, when their 
mh schedule employed an air dry system. More recently, when 
om Heywood Wakefield introduced a conveyor system with force- 
dry ovens, Zapon developed a special lacquer and a sealer, 
adaptable to the new schedule. And, equally as important, 
these new finishes were better and less expensive. 


Zapon finish service not only starts right, but it marches along 
with our customers, meeting and anticipating their needs. 


Photo, courtesy Heywood Wakefield Co. 


ZAPON DIVISION - ATLAS POWDER coupanr 


Eastern Sales: Stamford, Conn. Western Sales: Chicago, tii. 
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INDUSTRIAL FINISHING 


Letters from Readers. 


OF INDUSTRIAL FINISHING 


These letters (and many others) were answered recently 
by the editorial department, but are published here to 
reveal certain interesting trends of desire and activity 
in the industry, and to encourage additional inquiries, 
comments and suggestions. Further information about any 
of them can be obtained by writing this office.—Editor. 


ust-Proof Coatings 


We are interested in obtaining the 
names and addresses of the companies 
that manufacture and sell rust-proof 
coatings, as discussed in the secohd 
letter shown on page 4, of June issue 
of Inpustriat FInisHinc.—E. 8S. 
(Engineering & Drafting Speciaities). 


Information supplied.—Eb. 


Infra-Red Lamp Article 


Our attention has been called to the 
article in your current issue of Inpus- 
TRIAL Fintsninc. on the infra-red lamp 
installation at the J. C. Virden Co. in 
Cleveland, Ohio. We are interested in 
obtaining two copies of the magazine. 
Would you be so kind as to refer this 
request to the —_ person in your 
organization and send the two copies 
to us?—E. Production Magazine. 


Copies sent promptly.—Eb. 


Graining Rollers 


I have been reading, in your June 
and July regarding 
the graining p overcoming 


the weather eaaitens on the gelatin 
roll by the use of a roller made of 
synthetic rubber. 

Due to the contemplated sho of 
mahogany and other foreign w I 
believe there is going to be quite a de- 
mand for the oods. 


tation of these w 


I am interested in obtaining all of 
the information along these lines that 
is possible to secure. 

I would spepenete your sending me 
the name of the manufacturer of syn- 
thetic rubber rollers.—A. D. (Industrial 
Sales Manager). 


Wood Patching Putty 


We have a copy of February 1941 is- 
sue of INDUSTRIAL FINISHING and note 
an article on “Wood Patching”, on 
page 101. We are interested in knowing 
what kind of putty is used, as ex- 

plained in this article.—K. Mfg Co. 
tUpholstered Furniture). 


It is “Sani-tai-rie Crack and Crev- 
ice Filler”, sold by G. J. Liebich a 
931 Ogden Ave., Chicago, Ill.—Eb. 


Rubbing Machines 


I would like some information on 
oil-rubbing machines which were ad- 
vertised in your February INDUSTRIAL 
FINISHING. I have mislaid the book. 
Would like to have a catalogue show- 
ing the sizes -_ prices on the rubbing 
machines.—J. 


Magic Tack Rags 


We anve in the market for Magic 
Tack Rags, and would like to know if 
you can refer us to some company who 
would be able to sell to us wholesale. 


| 
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: WEBBING LACQUER | 
something new and different! 
ntly 
to 
vity 
ies, 
any = 
tor. For use on wood, metal, paper, composition board or 
glass. Unlimited range ae olor combinations and ef- 
fects. Write for complete information. 
nat V.J. DOLAN & COMPANY, INC. 
= Mnfrs. of “Unquestionable Quality" Industrial Finishes 
yn 1830 N. LARAMIE AVE. CHICAGO, ILLINOIS 


Is: Do You 
fame Air Dry or Force Dry? 
- do both. Air dry —" or force 


‘s 


PERFECT 
Panels stearates or other flattening agents. They are 
= 100% from sum, hence are as clear a 
ok. gloss varnish —entirely free from milky ap- 


turning white or 


showi n ther 
Also, PERFECTION SEALER VARNISH 


ing pearance of conventional flat varnish. 


and we’ n n- c 65 c than lacquer ers 


PERFECTION PAINT & COLOR CO. 


Indianapolis, Indiana 
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UNITED’S DEFENDER LINE 


production finishes have been developed by its chemists to 
meet the specifications and requirements of manufacturers 
of products for defense. If you have a production finish- 
ing problem on defense products with priority ratings you 
will find a quick solution among the DEFENDER LINE pro- 
duction finishes. 


Your request for working samples and complete 
information will receive prompt attention. 


_ UNITED LACQUER MFG. CORP. 


Ge; 2ral Offices and Factory: Linden, New Jersey 


New England Mfg. Division: Boston, Mase. 


your wood finishing 
with tough, fast-working Mar Proof Lacquer! 


savings of precious hours from your fin- 

ishing schedules— awaits your test of Write for 
modern Mar Proof Lacquer. It dries quick- FREE Working 
ly to a beautifully clear, “hard as nails” Samples 
finish on maple, gum, mahogany and oth- 
er cabinet woods. Made in Clear Gloss 
Rubbing and Satin Finish. We recommend ° 
Mar Proof Lacquer Sealer for first coat. . Schaefer's 
May we send you working samples? 


THE SCHAEFER VARNISH CO.., Inc. 
Louisville, Ky. 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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We noticed in IF. that there was a 
company that did manufacture magic 
tack rags, but we did not take note 
of this company’s name. Now that we 
are in the market for these tack rags 
we hope you will be able to refer us to 
someone.—F. Cabinet Co. (Fine Store 
Fixtures). 


Write to Wm. Juergens Co., 4036 La- 
Grange St., Toledo, Ohio. —Ep. 


Heat Resisting Paints 


We understand from the National 
Research Bureau that an article en- 
titled, “Heat Resisting Paints” ap- 
peared in the April 1941 edition of 
your magazine. We are quite inter- 
ested in this subject and would ap- 
preciate it if you ~— send us a copy 
of this article—F. B. Co. 


Copy of magazine sent.—Eb. 


Air-dry Wrinkle 


Several months ago we saw_ in 
INDUSTRIAL FINISHING, either an ad or 
an editorial note about black wrinkle 
finish, black crackle finish or black 
crystallizin which does not 
require We wonder if you 
would help us Socate the manufacturer 
of this product?—C. Instrument Co. 


We have been trying to secure a 
small quantity of wrinkle finish lacquer 
or enamel from some of the people 
who advertise in your magazine. So 
far, we have not been able to find a 
manufacturer of an air-drying wrinkle 
finish, We would any con- 
tact that we may able to make 
through your service.—Hershey Voca- 
tional School. (Defense Education). 
H. V. S. Derry Township School Dist., 
Hershey, Penn. (Robert T. Stoner, Dir. 
Voce. Edu.). 


Information given—Eb. 


Wanted, Metal Filler 


In the April 1941 issue of INDUSTRIAL 
FINISHING, on page 7, we note the fol- 
ey paragraphs under the above 


“We have a problem which has 
caused us some difficulty and we have 
been unable to locate a suitable ma- 
terial to correct the trouble. Perhaps 
you know of some manufacturer who 
can supply an item to help us. 

“We require some sort of a filler 
that can used on sheet metal to 
fll AB in the metal surfaces, 
such as spot-weld marks and cracks 
or seams where the metal is joined to- 


Direct Drive “LIGHTNIN” Portable Mixer used 

for maintaining proper consistency and suspension 

of a ment in a special enamel. Where colors 
requently and quantities are not too i: 

this type of agitator can be conveniently 

from one tank to another. 


KEEP PIGMENTS IN 
UNIFORM SUSPENSION 
AND REPLACE EVAPORA- 
TION LOSSES WITHA 
“LIGHTNIN” MIXER 


With primer dipping tanks operating 24 hours a 
day, consistency must be constantly maintained in 
the quickest, most dependable manner . . the rea- 
son more “LIGHTNIN” Mixers are being specified 
than ever before. 


The powerful “LIGHTNIN” Double Mixing Ac- 
tion drives pigments up off of tank floor and keeps 
suspension uniform. The complete bottom-to-top 
turnover plus a slow rotating which completely 
eliminates dead spots thoroughly mixes in thinner 
to make up for evaporation losses. 


If you have a problem keeping pigments in 
suspension or keeping consistency uniform, consult 
us. Our specialized mixing experience is yours for 
the asking. 


MIXING EQUIPMENT 
COMPANY, INC. 


1027 GARSON AVE. ROCHESTER, WN. Y. 
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FORM - A - ROC 


We offer to all industries 
equipped for baking finishes 
this highly perfected, heat-con- 
verting, synthetic enamel. 


FORM - A - ROC 


We have combined to an opti- 
mum degree the necessary qual- 
ities of tremendous hardness, 
great adhesion, smooth lustrous 
gloss, and freedom from haze, 
discoloration and wrinkling. 


FORM - A - ROC 


Baking schedule is of great flex- 
ibility, permitting from 5-50 
minutes at 250 - 375° F. 


FORM - A - ROC 


No matter which of the present 
worthy finishes of this type you 
may be using or planning to 
use we sincerely recommend 
that you investigcte 


FORM - A - ROC 


MADE BY 
THE VARNISH 
PRODUCTS CO. 
5208 Harvard Avenue 
CLEVELAND, 0. 


gether which, after drying, can be 
sanded down to a feather ge by us- 
ing a sanding disc or drum. This ma- 
terial would used underneath baked 
finishes. 

“If you know of any such item we 
would greatly appreciate your advis- 
ing us as to where it can procured. 
—A. D. Co. (Designers & Manufac- 
turers).” 

We note also that information has 
been supplied concerning this inquiry 
and since we have ourselves been en- 
deavoring to find an answer to this 
problem for some considerable time, 
we shall be greatly obliged if you 
would advise us of the solution. 

In our case the material is for use 
underneath an automobile body finish 
comprising primer baked at 250° F., 
surfacer baked at similar temperature, 
and finishing coats of cellulose lacquer. 
We have, so far, been unable to find 
any filler other than solder which will 
resist penetration by lacquer solvents. 

The result of this penetration is, of 
course swelling, and after the surface 
has been flattened and polished, Ty 
ual shrinkage occurs which, under a 
glossy finish, reveals the presence of 
the filled irregularity. We believe that 
many firms in the automobile body in- 
dustry would be interested to find a 
non-metallic material which could be 
used as a filling material in cases 
where solder must now be used.— 
Pressed Steel Co., Ltd., ENGLAND. 


Information supplied.—Eb. 


Gilding Tool 


We are interested in securing the 
name of a manufacturer who produces 
a tool to apply gilted floral bands on 
leather tops for occasional pieces. I 
would appreciate hearing from you by 
return mail.—P. F. Co. ( room and 
Dining Room Furniture). 


Ls | W. H. Coe Mfg. Co., 89 Ship St., 
Providence, R. I.—Eb. 


Miskella Defends His Article 


Referring to Mr. Chas. S. Pearce’s 
comment (Aug. issue pages 4,7) on 
statements made in my article about, 
“Infra-red Baltes of Flourescent Re- 
flectors”, as published in July issue, I 
still maintain that what was presented 
in my article is correct... 

1) There are no electric lighting fix- 
tures coated with paint. On the other 
hand, there are thousands of them 
coated with a baked, synthetic white 
enamel. This is in competition with the 
fired reelain glass enamel. 

2) Mr. Pearce may know his - 
celain enamels, but he is sadly n- 


(Continued on page 79) 
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Priorities Will You 


Where you stand as to the classification of your 
industry. What chances you have of getting needed 
materials—regardless of promises. How you can 
make what materials you get go farther. What you 
may have to turn to in the way of substitutions. 


BY HARRY DANIELS 


upon the productive facilities 

of the country by the defense 
program has brought about a 
shortage of many raw materials 
used in the protective coatings 
field. Some of the most important 
of these are now under industry- 
wide control (such as zinc, alumi- 
num, iron and_ steel, vinyl chlo- 
ride). These are obtainable only 
through release by the O.P.M. The 
output of many other materials is 
being almost completely consumed 
in producing finishes for direct de- 
fense industries. The O.P.M. has 
set up the priorities system so that 
these industries will get the raw 
materials and finished products 
they need. Civilian industry will 
get what’s left, if anything. 

We will assume that those who 
are working on defense contracts 
are well acquainted with the prior- 
ities system and that they know 
how to get about getting the ma- 
terials they need. In this article 
I will point out some of the steps 
taken by the Office of Production 
Management and the Office of 
Price Administration and Civilian 
Supply to avoid dislocation of 
“non-defense industry.” I will also 


Tee GREAT demands made 


show some steps that the individual 
manufacturer can take to cooper- 
ate with the defense effort and at 
the same time improve his own 
position. 

The first civilian allocation pro- 
gram affecting the paint industry 
is an order issued in July by the 
Office of Price Administration and 
Price Control. It sets up three 
classifications of non-defense users 
of formaldehyde, hexamethylene 
tetramine and synthetic resins pro- 
duced therefrom. These classes are 
listed in the accompanying table. 

Of available supplies of resins, 
users under Class A shall be given 
Primary preference; users under 
Class B, secondary preference; and 
users under Class C no preference 
at all. The order does not give 
preference if substitutes can be 
used. If insufficient resin is avail- 
able for Classes A and B, rationing 
is to be resorted to, and none fur- 
nished under Class C. Provision is 
made for exceptions in order that 
more severe dislocations are not 
brought about than those being 
forestalled. 

The classifications are effective 
as of August 23, 1941, and are set 
up as follows: (See page 12) 
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Always 


F you have a tough finishing 
problem ...a problem in reduc- 
ing rejects, cutting drying time, 
speeding up production . . . then 
there is one man you can always 
count on to help with its solution— 
the representative of Pittsburgh 
Industrial Finishes Division. 


For the Pittsburgh man who calls 
on you (or wants to) is backed by 
an able organization of Technical 
men, that has solved the highly 
specialized finishing problems of 
manufacturers all over the country. 
These men are ready to work with 
your own department. . . right in 
your own plant. They will apply 
practical experience gained by Pitts- 
burgh during eighty-five years of 
service to American industry. And 
when they recommend a finish, you 
will know that it is the proper finish 
. custom-made to fit your most 
exacting, special requirements. 


ount On! 


Make This 5-Day Test 


Why not give these Pittsburgh 
Technical men the chance to help 
you. Consult with them. Then ar- 
range a 5-Day Test run of Pittsburgh 
Industrial Finishes in your own 
plant. If your experience is like 
that of most manufacturers, you will 
find that production costs are cut, 
finishing problems eliminated! 


The attached postcard will bring a 
Pittsburgh representative at your 
convenience. He will consult with 
your men and advise the proper 
solution to your knotty finishing 
problems. Why not mail it in now? 


PITTSBURGH PLATE GLASS COMPANY 
Industrial Paint Division, Pittsburgh, Pa. 
Thresher Varnish Company Division, 
Dayton, Ohio 


PAINT AND GLASs 


Get Valuable Free Book On 
Industrial Color-Styling 


@ Please fill out the attached 
postcard for your copy of Pitts- 
burgh’s valuable new free book, 
“Industrial Styling With 
Color,’’ describing Pitts- 
burgh’s industrial finishing 
services. No obligation! 
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(Civilian allocation program for 
formaldehyde, hexamethylene tet- 
ramine and synthetic resins pro- 
duced therefrom.) 


Class A 


Public and industrial heat, light, power 
and water equipment 

Transportation equipment — including ac- 
cessories to commercial airplanes 

Trucks, buses, tractors, firefighting and 
farm implements 

Technical instruments 

Material and equipment for scientific re- 
search 

Chemical protective uses 

Applications in the communications in- 
dustry (telephone and telegra: 

Industrial equipment 

Oil well equipment 

Housing, other than protective coatings 

Mining 

Industrial, food and medicinal containers, 
and protective coverings therefor 

Closures, except decorative 

Marine applications 

Grinding wheels and other abrasives 


Class B 
Tables and kitchenware, save as expressly 
classified under C 
Protective coatings not otherwise specified 


ios 
Household appliances 
Textile finishing 
Domestic wiring devices 
Passenger automobiles 
Buttons 


es 

Furniture 

Pipe stems 

Commercial cameras and other commercial 
photographic equipment 

Articles fashioned from standard casts by 
hand operations 


Class C 
cameras and other amateur pho- 


Smokers’ articles, except pipe stems 

Decorative articles, vases, bric-a-brac, not 
otherwise specified 

Tumblers, and plates 

Premium and advertising items 

Novelties, not otherwise specified 

— and findings, not otherwise speci- 


es 
Phonographs 
Minor utilitarian items easily substitutable 
—bookends, stationers’ articles, mechan- 
ical pencils, and the _, 
Articles or uses excluded from Classifica- 
tion (a) and (b) 


The significance of this situation 
should be plain to all users of fin- 
ish materials of a synthetic na- 


ture. They must lose no time in 
classifying their use of finishing 
materials under A, B or C, or con- 
sider possible substitutes. The 
smart operator will do both. He 
will then be in a position to help 
his finish supplier to obtain resin 
supplies under classifications A 
and B. 

If the finish supplier cannot ob- 
tain enough resin to take care of 
all the demands under A and B, 
then the finish user will be in- 
formed early enough to be recon- 
ciled to the use of an inferior sub- 
stitute. Be prepared to help your 
finish supplier obtain the allocation 
of available resin which he needs 
to manufacture your finishes. If he 
asks for the information in a sworn 
statement, comply, as you help 
make his position stronger. 

It has been noted and will be 
noted many times again that some 
of the largest users of finishing 
materials are the least willing to 
recognize that there is a shortage 
of raw materials, and they have of- 
ten been quite critical of their sup- 
pliers when deliveries were slow 
(as the result of these shortages). 
These large users should realize 
that many of the salesmen calling 
upon them do not know how serious 
the situation is, and even some of 
those who do know will take an or- 
der whenever they can get one and 
leave it up to the house to fill it. 
Naturally, even in these times, an 
initial order from a desirable ac- 
count is treated with considerable 
respect by the finish supplier, even 
though he may not know where he 
is going to get the raw materials 
to produce it—or he may even con- 
sider short-shipping an old cus- 
tomer. 

This is mentioned in order that 
the finish user should not be de- 
ceived by the fact that he may be 
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able to go to a new supplier and 
obtain an initial shipment when his 
old supplier was unable to ship. 
The user will just be that much 
later in realizing the true situa- 
tion. 

The foregoing is, in view of what 
could be written, an extremely 
brief description of what the fin- 
ishing industry must prepare for. 
Aside from complying with the 
civilian allocation program as out- 
lined, there are many ways in 
which the individual user of finish- 
ing materials can improve his own 
position, both as to supply and in 
general all-round economy. The re- 
mainder of this article will go into 
these matters. 

The shortage of iron and steel 
has made it quite difficult for finish 
manufacturers to obtain all the 
steel kits and drums they need. 
Many are now offering much more 
than junk prices for the return of 
one-time shipping drums, and are 
paying the return freight besides. 
Aside from the price paid for re- 
turned drums, users should cooper- 
ate, as the manufacturers cannot 
ship finishes if drums are not 
available. By properly agitating 
material received in drums, keep- 
ing drums tightly closed when not 
in use, and by properly closing 
them when empty, the user not 
only returns a drum that is easy 
to clean, but he makes sure that 
all the pigment value is obtained 
from the paint—and he eliminates 
“skinning” in the drum. Don’t 
forget that drums easy to clean do 
not benefit the finish manufacturer 
alone. 

Lacquers and lacquer thinners 
have always been comparatively 
expensive and are becoming more 
so. From the standpoint of supply, 
we know that some deliveries have 
been slow and in the future there 
may be allocation. It therefore be- 


hooves every user to make sure 
that these materials are being used 
to the best possible advantage. 
Check closely on the amount of 
reduction you are giving to your 
lacquers. Adjustment of all spray 
guns, pressure and volume of air, 
and reduction of material must all 
be coordinated. Get the help of your 
finish supplier’s service man 

consider the use of a new modern 
spray head on that old spray gun. 

Do you use lacquer thinner as a 
general all-round cleaner in your 
paint shop? There is no sense to 
it if you do. For cleaning spray 
guns and for washing off badly 
sprayed pieces, use the same thin- 
ner you use to reduce the material. 
For old-style materials, use varno- 
lene or safety solvent; for synthet- 
ics, use Solvesso No. 2 or No. 3 or 
coal-tar solvent; and for lacquers, 
use the cheapest lacquer solvent 
you can buy. Much lacquer solvent 
now used for stripping dried films 
can be conserved and money can 
be saved by using chemicals in a 
steam-heated stripping tank. This 
has been covered several times in 
previous issues by a number of 
writers. There are firms advertis- 
ing in INDUSTRIAL FINISHING that 
can give you complete details on 
these methods. 

Those of you who have ovens 
and are now operating upon sched- 
ules of from 10 minutes at 350°F. 
to 30 minutes at 225°F., should 
give careful consideration to ar- 
ranging production and oven tem- 
perature to permit bakes of 60 to 
90 minutes at 450°F. down to 90 
to 120 minutes at 250°F. Synthetic 
resins make possible the quick low- 
bakes now so popular. With allo- 
cation of synthetic resins now be- 
ing practiced it is absolutely es- 
sential that manufacturers in Class 
C put themselves in a position to 

(Continued on page 82) 
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as accepted by geographers 
of antiquity with some hesi- 
tancy. Thalis, 640-548 B. C., one 
of the earliest astronomers, sup- 
ported this theory. Early globes 
were chiefly the work of astron- 
omers. Some of these first known 
globes were struck from brass or 
silver; others were painted on glass 
and even carved in marble. 

It was not until about 1514 that 
globes were mounted with map 
gores. This method, using 12 sep- 
arate gores, is still in use today 
on all hand-mounted globes. 

The most notable achievement in 
globes, in recent years, has been 
the improvement in mechanical 
construction and general design. 
The skeleton frame work of all 


Te= IDEA of a globular earth 


BY R. C. GROWS 


Manager of the Globe and 
Map Mounting Depart- 
ments, Rand McNally & Co. 


non-metal globes is made by glu- 
ing together two pieces of card- 
board, which have been die cut and 
then formed into hemispheres in 
a large press. The outer surface 
is then coated with several layers 
of plaster covering all the joining 
ribs. After several sanding opera- 
tions, the surface becomes smooth 
and clean. 

Because wet plaster is largely 
composed of water, it not only 
shrinks considerably in the drying- 
out process but re-absorbs moisture 
and expands in a highly humid at- 
mosphere. This continuous cycle 
of expansion and contraction 
makes it impossible to control or 
stabilize uniformly in spherical di- 
mensions. In calipering plaster 
balls we have found dimensional 
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variances of %-in. or more. The 
greatest problem confronts the 
map mounter who must apply the 
gores to this irregular sphere. 
Sometimes valuable portions of the 
gores must be cut away, in fitting 
and matching the maps together, 
and again the paper must be 
stretched to fill in a possible gap. 

To overcome these difficulties 
Rand McNally experimented with 
many different materials for globe 
construction. It is now over two 
years since we introduced the new 
steel globe. This steel sphere is 
mechanically drawn from special 
deep-drawn cold-rolled steel. It 
must not be confused with a metal 
spinning, as spinnings are no more 
accurate than plaster balls. 

The steel idea is not entirely a 


new one. Others have tried it be- 
fore, but failed either to conquer 
the rust problem or to evolve a 
suitable method for joining the 
hemispheres, whereby the resultant 
seam would not be visible. Steel 
hemispheres, properly joined, form 
a true spherical unit with dimen- 
sional tolerance of not more nor 
less than .015625-in. A ball, so 
constructed, will always retain its 
true size and shape regardless of 
weather conditions. 

Our gores, or maps, are mechan- 
ically die-cut to fit the steel ball 
perfectly. An experienced mounter 
applies them easily, with none of 
the makeshift fitting formerly nec- 
essary. 

The operation and layout chart, 
that accompanies this article, il- 
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INDUSTRIAL FINISHING 


FINISHED STOCK 
STEEL BALLS 


STORAGE 
STEEL BALLS 
(Raw 


lustrates the various steps involved 
in processing and conditioning the 
steel ‘balls. Our operation layout 
is planned along straight-line pro- 
duction. Each separate work sta- 
tion is arranged in proper se- 
quence. The steel balls move along 
in systematic order, eliminating all 
unnecessary motions. 

There are 15 distinct operations 
required in processing the balls. 
The major operations include un- 
packing, inserting rod, placing on 
conveyor rack, degreasing, remov- 
ing rust, spraying with anti-rust 
paint, drying, marking and repack- 
ing. Our time study standard on 
the complete cycle of all operations 
is 8.35 minutes per ball, not includ- 
ing drying time. 

Analysis of Various Operations 

The steel balls come to us packed 
in individual cartons economically 
designed for re-use. The raw ball 
is protected with a heavy film of 
rust check. This is applied to pre- 
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Layout chart showing the sequence of operations in preparing steel balls for covering. 


DEGREASER 2 


vent corrosion and to preserve the 
steel during transit and future 
storage. 

To condition the balls, they are 
removed from the carton, rods are 
inserted through the two polar 
openings, and the balls are hung on 
movable conveyor racks which act 
as carrier for the various opera- 
tions. About 12 balls are placed on 
each rack. The grease film is re- 
moved by immersion in the de- 
greaser. Three 12-in. balls are 
hung at a time. Before the ball 
goes into the degreaser, a special 
small tapered sleeve bushing is 
slipped over the rod. This fits 
snugly around the rod and seals 
the opening, preventing the liquid 
vapor, trichlorethylene, from go- 
ing inside the ball, thus avoiding 
needless waste of this expensive 
solvent. 

Degreasing by modern methods, 
we have cut time down to one half, 
as compared to the hand method 
operation formerly employed. Our 
machine method guarantees 100% 
grease removal, whereas the hand 
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ee One look at Boulder Dam tells the story more than hun- 
de- dreds of words of description. ¢ One look at the finish 
ball on furniture, radios and pianos, or any finished surface, 
¥" tells the story, and it tells a story that either sells your 
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@ No wonder Army experts today hail the Half-Trac as superior 
to any comparable vehicle of any other nation. It makes up to 50 
miles an hour over soft and broken terrain, smashes through brush, 
timber, streams, or thirty inch mud, climbs six foot trenches, and 
hauls artillery when needed. 


And no wonder The White Motor Company, in the new finishing 
plant it has built for these remarkable scout cars, has installed 
DeVilbiss Spray Systems to give them their regulation finish of 
Army drab paint. Spray painting and exhaust equipment, hose, 
hose connections and accessories—all are DeVilbiss. 


White's forty years’ experience building trucks, busses and White 
Horses, which is enabling it to break all production forecasts on 
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Half-Tracs, convinced it that modern DeVilbiss equipment can 
be relied upon to meet both top-speed assembly schedules and 


exacting Army finishing requirements. 


Innumerable other leading companies, whose experience in 
peacetime production is now being devoted partly or wholly to 
national defense, have also standardized on DeVilbiss for prod- 
uct finishing and plant maintenance. By so doing they make 
certain that these operations will always keep pace with peak 
production needs, in speed and quality of work. 


THE DeEVILBISS COMPANY «+ TOLEDO, OHIO 


Canadian Plant: WINDSOR, ONTARIO 
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This is what we 


COMPLETE 
FINISHING 


to the customers 
specific demands 


Producing modern finishing equipment is 
only part of the job undertaken by Mahon 
engineers. They plan and place this equip- 
ment to meet plant and product conditions. 
For example: In the Complete Finishing 
System just completed for the Heywood- 
Wakefield Company, Gardner, Mass. 
(pictured herewith) it originally was con- 
templated to use either oil or gas for 
oven heat. But our survey disclosed it to 
be more satisfactory to use high pressure 
steam heat, which eliminated fuel tanks, 
reduced initial installation costs and 
lessened year-round operating expense. 
Likewise, the dry-off oven was so located 
that space previously considered useless 
was put on a paying basis. 

If your finishing operations require modern- 
ization, Mahon experience and knowledge 
undoubtedly can save you money, too. 
THE R. C. MAHON COMPANY 

DETROIT * CHICAGO 

Designers and Manuf. ers of Complete Finish- 
ing Systems, Metal Cleaning Machines, Rust Proof- 
ing Machines, Hydro-Filter Spray Booths, Ovens 
of All Types, Filtered Air Supply Units, Hydro- 


Foam Dust Collectors, and many other Units of 
Special Production Equipment 
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method is unreliable. Removed 
from the degreaser, the rod is still 
in the ball, but the bushings are 
removed; also the special hanging 
fixture on which the balls are sus- 
pended while in the degreaser. 
The next step is to inspect the 
balls for rust and other imperfec- 
tions. If any such are found they 
are quickly and easily removed 


with metal cleaner, while the ball 


is still warm. After the ball has 
been completely dried, it is imme- 
diately sprayed with a special anti- 
corrosive paint, which hermetically 
seals the surface. The sprayed 
balls are now hung in permanent- 
ly fixed drying racks. Here they re- 
main for 24 hours. This period of 
drying allows the pores of the 
steel to become impregnated with 
the coating and provides a durable 
permanent surface. 


After drying, the balls are put 
in the marking machine. This de- 
vice was designed and created by 
us. It accurately inscribes the 
parallel and meridian lines on the 
surface of the ball. Two opera- 
tions are necessary but the ball al- 
ways remains in a fixed position. 
For marking, a very fast-drying 
ink is used. These marked guide 
lines must register perfectly ac- 
curate, for they serve as guides to 
the mounters who apply the gores. 
They further guarantee uniformity 
in workmanship. When inscribed, 
the balls are packed and put in 
stock, ready for future mounting. 


Our Early Research Work 


At this time it may be interest- 
ing to tell you something about our 
early research work in developing 
the steel ball. Over six months’ 
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The raw steel globes are chemically cleaned by submerging them in a degreasing solution. a 
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time was required to design and 
make the necessary tools and dies. 
Our next problem was rustproofing 
and preserving the steel. Electro- 
plating and numerous treatments, 
including cadmium, were tried. 
While some of these showed prom- 
ising results, the cost of each was 
prohibitive. In the field of lac- 
quers, varnishes and other anti- 
rust paints, we did a vast amount 
of experimental work. In excess 
of 100 varieties of coatings were 
tried. In all of these experiments 
the balls were completely cleaned 
before coatings were applied; like- 
wise, each ball was mounted with 
the map and the usual protective 
top coatings were sprayed on to 
finish the ball completely. 

As time alone could illustrate re- 
sults from these reaction tests, we 
thought it unwise to use artificial 
methods and accept finding that 
would be questionable. All the 
globes which survived a year’s test 
and checked up satisfactorily were 
sent to a Southern Tropical Test- 
ing Laboratory to undergo addi- 
tional exposure. We were much 
interested in the effects of various 
climates upon the balls being stud- 
ied in the tests, such as salt water 


“Our finishing problems, as re- 
lated to world globes and maps, 
offer something entirely different 
and should be of interest to the 
trade."—R. C. Grows. 


reaction and excessively humid at- 
mospheres. Each globe was cata- 
logued and the complete individual 
records of all occurrences were re- 
corded from monthly reports fur- 
nished to us. An additional year 
of observation seemed to afford 
ample time for conclusive find- 
ings, after which the globes were 
returned to us for final decision. 
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Twelve color-printed die-cut gores, barely jomed at the middle, cover the steel globe. 
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What we have wanted was a 
neutral coating, one that would re- 
sist corrosion, one that would not 
discolor or fade the delicate print- 
ing inks of our maps. It was 
equally important that we be able 
to continue using our regular spe- 
cial wheat paste for the adhesion 
of the gores. Some of the coatings 
used in our experiments required 
the addition of stronger chemical 
ingredients, such as acid citric to 
this paste. Results of such addi- 
tions often caused discoloration; 
also, they made the paste more 
difficult to handle and, in some in- 
stances, these chemicals would af- 
fect the mounters’ hands. 

Today we are producing both 
12-in. and 16-in. steel globe balls, 
no heavier than our old plaster 
ball. The chief advantages of steel 
over plaster are its true spherical 
form, no breakage hazard, no loos- 
ening of plaster or separation of 
hemispheres. 


Preparation of the Gores 


All of our map gores are protect- 
ed with a roller-coat surface of 
special flexible lacquer. This coat- 
ing protects the map’s surface 
from rubbing and any possible in- 
jury to the prints, while they are 
being applied to the balls. 

In order to obtain uniformity in 
color distribution and correct regis- 
ter in printing, all work is done in 
humidity-controlled work rooms. 
To further insure correct ink dis- 
tribution, all 12 gores (the number 
necessary for each globe) are 
printed at one time, arranged in 
vertical order on a single sheet of 
paper, as shown in the illustration. 
Similarly, the machine die cutting 
is performed in one complete op- 
eration. A small tick at each ex- 
treme end of the gores, keeps them 
intact so that they do not drop 
out of the sheet after it is cut. 


The die-cut sheets are next 
wrapped in packages of 200 com- 
plete sets. These are sealed so that 
no moisture can penetrate through 
them. Ten packages are then put 
into a heavy wooden storage box. 
All boxes, so packed, are placed 
on end to eliminate weight and 
pressure on the printed surfaces. 

By exercising such extreme care 
in all of our preparatory processes, 
we are able to control the uni- 
formity of our material, thus at- 
taining a high degree of perfection 
in assemblage. 


Retouching and Lacquering 
the Globe 


After the ball is completely 
mounted, it is ready for final in- 
spection. Frequently, in the print- 
ing, one gore may be slightly deep- 
er in tone than another correspond- 
ing one. Such a condition is very 
noticeable in the completely mount- 
ed ball. This can be taken care of, 
as are any other imperfections, by 
means of retouching by hand. Spe- 
cial water colors that match the 
original printing inks are used. 

The globe is now ready for its 
protective top coatings. The pur- 
pose of these coatings, which are 
sprayed, is to provide a surface 
that is durable and also washable. 
Hereafter, when the globe becomes 
soiled or spotted with finger im- 
pressions, it can be safely washed 
with warm water and mild soap. 
This operation would be hazardous 
to a hollow plaster ball because of 
the moisture absorption. 

With every possible precation 
taken to produce globes of accura- 
cy and durability, we offer a wide 
variety of sand models on which 
to mount them. Whether for pri- 
vate or public use, we can furnish 
the globe on a stand to meet any 
occasion or demand. 


23 
| 
re- 
erent 
5 the 
id at- 
cata- 
ridual 
fur- 
year q 
ifford 
find- 
ision. 


Infra-hay Baking Solves 


by Meyer Mfg. Co., Chicago, IIl1., 

to bake synthetic varnish on 
metal bases and shafts of floor 
lamps, seem to have solved one of 
the company’s production problems. 
Since the fall of 1940, when a 
battery of 40 infra-red drying 
lamps was installed in the plant, 
the company hasn’t had a lamp re- 
turned due to corrosion caused by 
the action of potassium cyanide* 
on the metal and finish. The elim- 
ination of this source of waste, 
according to Mr. H. B. Meyer, 
president, has in a year’s time paid 
the original cost of this modern 
equipment several times over. 


drying lamps, used 


Typical Finishing Troubles 


Mr. Meyer, who has been active 
in the lamp manufacturing field 
for 20 years, established his pres- 
ent company in 1939. Metal bases 
and shafts of his products are 
electroplated to produce silver, 
bronze, brass and other metallic 
finishes. Formerly they were given 
a protective coat of clear air-dry- 
ing lacquer. When relative humid- 
ity was high the drying slowed 


*Potassium cyanide is used during the 
electro-plating process. It is an essential 
part of the process. The metallic sub- 
stance, say, silver, which is to be deposited 
on the iron surface, is dissolved in a tank 
of potassium cyanide. Then, as you know, 
an electric current is sent through the so- 
lution. As I understand it, nothing else 
will do except potassium cyanide. It in- 
sures a thorough adhesion (or do they call 
it “bonding”) of the silver to the iron, 
which cannot be secured by use of other 
chemicals. 

My notebook contains the following: 
“Cyanide sealed in with lacquer. Dormant 
one to two months. Eats way out. Spot 
grows when exposed to air. Rays absorb 
hidden cyanide ... penetrating power.” 

Those last words, “Penetrating power,” 
may be the key to the results he gets. It 
was his suggestion and the literature I 
have read also speaks of the ability of the 
rays to penetrate deeply.—The Author. 


BY H. H. SLAWSON 


down considerably and the final 
result was often largely a matter 
of luck. Slow-drying of the finish 
also caused bottlenecks in produc- 
tion schedules which created other 
complications in the company’s op- 
erations. 

Among other things the company 
was bothered with a sort of corro- 
sion caused by slow reaction from 
traces of potassium cyanide which 
is used during the electro-plating 
process. The rejects, caused by 
corrosion, were too numerous. 
Sometimes the trouble began to 
show up before completed lamps 
left the shop. More commonly, 
though, lamps that had been 
shipped in perfect condition, would 
come back after a month or so, 
bearing the spots and discolora- 
tions developed by the action of the 
cyanide. 

Apparently the cyanide was dor- 
mant for some time; then, gradu- 
ally it worked its way from the 
pores of the metal, while at the 
same time the protective film of 
lacquer was weakened. Finally, 
when air could reach the chemical, 
its action increased in speed. This 
trouble seems to be common in the 
lamp manufacturing business and 
has always been one of the indus- 
try’s sore spots. 


Infra-Red Baking Tried 

Learning of the Ford Motor Co’s. 
use of infra-red heat for drying 
the finish on automobile bodies, 
Mr. Meyer became interested in 
the possibility of applying the pro- 
cess in his own plant. An investi- 
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gation followed, with the result 
that a new drying unit was con- 
structed and installed in the com- 
pany’s own shop. 

The 40 light bulbs used are of 
250-watt rating each, and they are 
equipped with Alzak reflectors. 
They are arranged in five rows in 
the oven, each row being controlled 
through a separate switch, so that 
if the oven’s full capacity is not 
being utilized, no power need be 
wasted 

Work to be dried is placed on a 
table constructed of light sheet- 
metal and angle iron, and having 
casters to permit easy mobility. 


The clear varnish on plated lamp bases is dried satisfactorily under infra-red lights. 


Lamp parts placed on the table’s 
top for baking are just 8-in. from 
the light source—which has been 
fixed as the ideal distance for best 
results on this job. 


Clear Varnish Used 

Now the clear synthetic varnish 
is baked in from 25 to 30 minutes, 
regardless of humidity or other 
weather conditions. The finish is 
a clear urea-formaldehyde varnish 
which, when dried, produces a film 
that does not dim the luster of 
the metal. At the same time, it 
turns out tough and hard and is 
much less liable to scratch or mar 
than an air-dry coating. (See p. 73) 
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with any process one must first 

understand the fundamental re- 
quirements. Fundamentals are the 
phases which, when altered, will 
likewise alter the ultimate results. 
The first fundamental in all sur- 
face coloring of any kind or nature 
is cleanliness. 

Cleanliness in processing means 
the elimination of any foreign sub- 
stance that may alter a result. 
The fundamentals of finishing 
brass to produce attractive antique 
effects are: 1) cleanliness, 2) solu- 
tion composition, 3) base-material 
composition, 4) base-material struc- 
ture, 5) background color, 6) back- 
ground structure, 7) background 
tone, 8) relief (highlight) tone, 9) 
relief (highlight) color, 10) corro- 
sion protection, and 11) wear pro- 
tection. 

Genuine antique brass would be 
a close simulation of brass that 
had become corroded by atmos- 
pheric or chemical contacts from 
outside exposure or from burial 


I: ORDER to proceed correctly 


BY HENRY H. HIGERT 


underground. Genuine antique imi- 
tations are somewhat dull or soft- 
toned. In this article I will deal 
first with processes for producing 
the “genuine” antique simulations, 
and secondly the “color” finishes. 


Cleaning the Brass 


Brass that has been exposed for 
any great length of time, or that 
has been handled, is more or less 
oxidized; or it may have oil or 
grease on its surface. If the brass 
has been protected from exposure 
by a coating of lacquer, that should 
be removed. The safest and best 
procedure is to immerse all brass 
(lacquered or not) in a mildly al- 
kaline cleaning solution, which 
should be kept at a temperature 
of from 180° to 212°F. Any good 
standard brass-cleaning solution 
may be used. Five to ten minutes 
of immersion should be sufficient to 
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remove any grease or coating of 
lacquer. Then immerse in a solu- 
tion made up in the proportion of 
6-oz. of sodium cyanide to one gal- 
lon of water. This can be used at 
room temperature. 

At this point it will be well to 
state that two things are necessary 
to make any chemicals active. The 
first is moisture and the second is 
heat. A thoroughly dry chemical 
will not act at all, and a cold wet 
chemical will not act as rapidly as 
it would if it were warm or hot. 
Always keep in mind this tempera- 
ture angle and, if any solution is 
acting too rapidly, first reduce the 
temperature before reducing the 
chemical content. Immersion in the 
cyanide solution removes any oxide 
that may have formed. 


Colors Produced by Exposure 


Before looking over any formu- 
las it should be understood that 
chemical reactions from atmosphe- 
ric exposure or direct contact with 


moistened chemicals in the earth 
might, over a period of time, pro- 
duce any of the following colors 
by oxidation: golden yellow, tan, 
brown, grayish green, black, green. 
The first three would likely come 
from contact with the same chem- 
ical, the difference in color depend- 
ing on the length of exposure. Like- 
wise, the latter three would result 
from contact with the same chem- 
ical or chemicals, and varying 
lengths of time would produce the 
colors in the order named. 


The solution identified as Formu- 
la 1 will produce the first three 
colors just named, the color being 
dependent on the temperature and 
the length of time of immersion. 
Please remember that agitation 
provides more rapid action and 
uniform distribution, therefore the 
articles should be kept in motion 
while immersed. 


Formula 1, Yellow-Tan-Brown Solution 
Golden antimony sulphide_.........(0z.) 4 
Caustic soda 
Water (gal.) 1 


T 
2 imi- 
soft- a 
deal 
ucing 
tions, 
ishes. 
d for 
that 
less 
il or 
brass 
osure 
hould 
best 
brass 
ly al- 
which 
ature a 
ition 
nutes 
nt to 
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Thoroughly fix in your mind the 
fact that oxidation is a transfor- 
mation of a part of the base ma- 
terial, brought about by chemical 
reaction through bringing into con- 
tact chemicals—oxygen and metal. 
The rapidity with which brass is 
eclored chemically depends upon 
the strength of the solution and 
its temperature. Too rapid trans- 
formation produces insecure spon- 
gy coatings. The slower the action 
the more secure the coating. Never 
increase the solution’s strength. If 
this solution is used at full 
strength and very hot, the color 
will go from yellow to tan to brown 
very rapidly, therefore if either of 
the lighter colors are desired, de- 
crease the temperature. 


“Fixing” the Color 


A further aid to help fix the color 
at a certain stage is to dip the 
articles directly, without rinsing, 
into a solution made up in the 
proportion of 2-oz. of copper sul- 
phate to one gallon of water. Al- 
ways remove the metal as soon as 
the desired color appears (or, in 
some cases, slightly before) and 
rinse it immediately in clean hot 
water. Then dry the metal at once 
in dry (preferably hot) fine hard- 
wood sawdust or cob dust. (Cob 
dust is more absorbent and con- 
tains no chemicals that might 
change the action.) Almost invar- 
iably, the color will be slightly 
darker after rinsing and drying 
than before, therefore, a little 
practice will be needed to obtain a 
certain shade. 


Yellow; Brown; Black; Green 


I have developed a special solu- 
tion which, in conjuction with oth- 
er materials and procedures men- 
tioned later on, will provide golden 
yellow, tan, light brown, dark 
brown, black and verde green. 


Formula 2, Special Solution 
Yellow barium sulphid (oz. 
Polysulphide (oz. 
Sodium hydroxide (caustic soda) ~~~ (oz. 
Ammonium Hydroxide (stronger 


Water (gal. 


Use this at room temperature 
and half strength to produce yel- 
low, tan or light brown. To obtain 
the dark brown, immerse brass ar- 
ticles until rainbow colors appear; 
then rinse thoroughly in hot water, 
and dry. Let them set for half 
an hour or more; then re-immerse 
them. Or, oxidize to rainbow col- 
ors; then rinse and dry. Brush as 
per instructions later. To obtain 
black, immerse the brass until it 
shows a blue black; then rinse and 
dry. Protective and other applica- 
tions given later will provide the 
dense black. 


Composition of Brass 
Affects the Colors 


Brass can be and is of different 
composition. It is what is called 
an alloy made up of zine and cop- 
per. If it is cast from scrap metal, 
certain impurities may be present 
which will affect its coloring by 
oxidization. Whether rolled (sheet 
brass), extruded (rods, bars and 
tubes) or cast, the composition 
may vary from 35% zine and 65% 
copper, to as little as 15% zinc 
and as much as 85% copper. An 
estimate of the proportions can be 
made by observing the color; the 
lighter the color, the higher the 
percentage of zine content. The 
higher the zinc content, the longer 
it takes (and the hotter the tem- 
peratures required) to change the 
color, because it is the copper that 
takes the color, not the zinc. 

Both electro-plated and cast 
brass may be of uneven or varying 
composition. In such cases it is 
practically impossible to get uni- 
form oxidized colors. The only real 
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remedy is to get better plating or 
better castings. Keep in mind that 
parts of different composition can 
not be oxidized at the same time 
to get the same results. The more 
dense the structure of the base 
material the slower the action of 
the oxidizing solution. Rolled brass 
and extruded brass are the most 
dense. 


Brass-plated coatings come next. 
However, there is even a differ- 
ence in the structure of plated 
coatings. Cast brass has the coars- 
est structure; that is, it is the 
most porous. There may be a dif- 
ference in the structure of a single 
piece or different pieces of the 
same lot. Keeping this fact in 
mind, you can readily understand 
why sheet brass or extruded brass 
should not be oxidized along with 
plated or cast brass—nor should 
either of the latter two be treated 
at the same time, because the more 
porous the structure the more rap- 
id the action. It is possible, though, 
to get a smooth nearly-uniform col- 
oring on any of the structures by 
the following procedure: 


To Produce Satin Finish 
For Antique Brass 

If a rather soft satiny finish is 
desired, then after the cleaning, 
rinse thoroughly in clean cold 
water; do not dry; then scrub with 
a tampico brush or buffing wheel 
rotating at 600-r.p.m. Use a com- 
pound consisting of water and 
pumice stone or ground quartz, 
keeping the lines always running 
in the same direction.. Then oxi- 
dize, rinse in hot water, and dry. 
After drying, brush gently with a 
fine steel-wire brush or wheel ro- 
tating at 1000-r.p.m. 

Always run the wire wheel or 
wield the wire brush in the same 
direction so that the “bristles” 
will not become sharp and scratch 


| 


the treated surface. If the color 
is not deep enough or not entirely 
uniform, repeat the oxidizing, rins- 
ing, drying and brushing until it is. 
In other words, do not remove the 
oxide but wire-brush the surfaces 
and then re-oxidize. 

If a smooth, lustrous oxide coat- 
ing is desired, instead of using the 
pumice buffing operation, after 
cleaning rinse the brass surfaces 
in cold water; then in hot water; 
then dry them. After drying, brush 
the surface with a fine wire brush 
or wire wheel. Repeat as outlined 
above, if necessary. Dip the brush 
in a cleaning solution to prevent it 
from rusting. Since the oxide con- 
sumes some of the coating, it is 
necessary, with brass-plated coat- 
ings, to have a more than ordinary 
thickness of deposit for oxidized or 
antique finishes. 

If the brass plated coat is too 
thin you will find it impossible to 
get a dark color, therefore you 
gamble whenever you purchase 


brass-plated parts for antiquing, ” 


especially so if they have been fin- 
ished in some manner before. 
Brass-plated coatings should be ox- 
idized directly after being rinsed 
in cold water. 

Ball burnishing or other barrel 
tumbling may be substituted for 
brushing when you have quantity 
production of comparatively small 
articles. 

The background color, as hereto- 
fore stated, is the oxide formed 
by the chemical. When brass has 
been exposed to the atmosphere or 
in contact with the ground for a 
long time, under conditions wherein 
the chemical action has been so se- 
vere as to cause rapid corrosion, 
the resulting oxide coating may be 
spongy, thick and easily rubbed off. 
The same condition occurs when 
we use prepared solutions that are 
too strong or too hot, and when the 
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action is permitted to penetrate 
deeply. In order to simulate the 
soft, spongy effect and still make 
it wearable and reasonably uni- 
form, the oxidation of the surface 
must be planned to take place in 
a practical manner and then com- 
bined with a protective coating, as 
explained later under that heading. 
The color of the background will 
be affected by whatever material 
is used as a protective coating. 
The tone of the background may 
be smooth and lustrous or soft and 
spongy, or it may range somewhere 
in between these extremes. Also, 
the tone can be made smooth satin 
instead of lustrous. The “in-be- 
tween” tone is obtained by oxidiz- 
ing the material “as is,” after 
cleaning; in other words, without 
brushing, burnishing or buffing. 
There is no treatment required 
after coloring except the applica- 
tion of the protective coating. It 
is difficult to get a uniform back- 
ground by this method since there 


-may be different structures in the 


base material—and further, all of 
the oxide may not have been re- 
moved. The smooth and lustrous 
effect is obtained by wire brushing 
the surfaces both before and after 
coloring, as heretofore explained. 
The smooth satin effect is obtained 
by brushing with pumice, etc., be- 
fore oxidizing. The soft, spongy 
effect can be obtained only by sub- 
sequent application, as will be ex- 
plained later. 


Bright Dip Treatment 


There is an opinion prevalent 
among many metal finishers that 
brass castings must be bright- 
dipped before oxidizing. This is 
not necessary nor even advisable 
if the castings have been properly 
made. However, sometimes it hap- 
pens that sand and oxide will be 
so badly burnt into the castings 


that such treatment does become 
necessary. 

If treatments outlined heretofore 
will not remove the sand and oxide 
scale from the background, then 
the castings can be dipped in a 
composition made up according to 
the accompanying formula identi- 
fied as “Bright Dip for Brass.” 
Dip and rinse immediately in clear 
cold water. Repeat, if necessary, 
and then oxidize without drying. 
The fumes from the bright dip are 
poisonous and must not be inhaled. 
They are also corrosive, hence such 
work should be performed only 
where there is excellent ventilation 
—and away from other work or 
material of any kind. 


Formula 3, Bright Dip for Brass 


Nitric Acid (gals.) 1 
Water (qt.) 1 
Hydrochloric Acid (Muriatic).....- (oz.) 4 


(Use this solution cold) 


If, for any reason, too much 
muriatic acid has been added to 
the solution at any time, the work 
will come out “sooty.” In this 
event, add a small amount of so- 
dium chloride (salt) slowly. Add 
enough salt to return the solution 
to proper balance. Use only the 
exact amount of water specified in 
the formula; do not get any more 
in the dip. 


Formula 4, Matte Dip for Brass 


Sulphuric Acid (gal.) 1 
Nitric Acid (gal.) 1 
Zine Oxide (Ibs.) 2 


(Use hot and keep free of water 


If the action is too coarse, add 
sulphuric acid. If too fine, add 
nitric acid. 


Semi-Lustrous Matte Dip for Brass 


Sodium Dichromate (oz.) 3 
Water (gal.) 1 


Both solutions are poisonous and 
corrosive. Handle with extreme 
care. 
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FERRO ENAMEL CORPORATION = CLEVELAND, OHIO 


We'll take ’em both on! 


4 PRODUCTION 

PROBLEMS 


No matter how tough they are we'll lick them. 
Ferro’s Vedoc technicians are experts in meet- 
ing difficult finish problems or production re- 
quirements. 

Vedoc is tailor-made to fit the job. Vedoc 
comes in both white and black and is designed 
for use in the average production set-up for 
synthetic enamels. 

Ferro occupies a unique position in that they 
also design and install all the finishing room 
equipment needed for an efficient plant. 

Write our Advisory Division today and start 
licking your finish problems. 


LIQUID PLASTICS DIVISION 


THE LIQUID 


PLASTIC FINISH 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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...Dut the finish on both is the same! 


The master craftsmen who turned out classics more than 150 years ago, 
knew their finishes. Their finest pieces were finished with shellac. 
The modern manufacturers who set today’s streamlined styles, use 
the same, beauty-giving finish — shellac. 
What's the reason this oldest of finishes is still tops today, more 
popular, in greater use, giving better results than any other finish on 
the market ? Because 


The better your product the more you gain by using shellac 


Shellac is a quality finish, economical enough to use on every type 
of furniture. It brings out the beauty of the wood, protects it against 
the roughest and toughest handling, and it outwears almost every 
other finish. That's why so many antique heirlooms finished with shel- 
lac have worn so well down through the years! 
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The No. 1 sealer and undercoat 


More and more manufacturers are finding that shellac, as a sealer and 
undercoat for most lacquers and varnishes, is more effective and eéco- 
nomical than anything they've used. A good undercoat for lacquer 
must resist lacquer solvents; must bond firmly with the wood and the 
lacquer top coat; must have similar coefficients of expansion and con- 
traction; must be an effective sealer for all spots and stains in the woods. 

— Shellac does all these, and does them best! Discover how shellac 
can help you turn out a finer product that will look better, last longer, 
and sell faster! Simply fill out the enclosed coupon. 


SHELLAC 

INFORMATION 
BUREAU 

65 Pine St., C. 


Shellac Information Bureau 
Gentlemen: Please send me specific helpful in- 
formation about furniture finishing and shellac. 


NAME 
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Producing Highlighted Effects 

The tone of the exposed metal 
may be smooth and lustrous, dull 
and satiny or bright and satiny. 
To produce a smooth and lustrous 
tone requires preliminary polish- 
ing or burnishing of the highlight- 
ed portions, followed by rubbing 
with a cloth and buffing composi- 
tion, after oxidizing and drying. 
The dull and satiny effect is ob- 
tained by rubbing the surface with 
a wet cloth and pumice, or tampico 
wheel and pumice. The surface is 
then rinsed in cold water or hot 
water and dried in cob dust, saw- 
dust or by a dry cloth. The rinse 
water must be clean and free from 
mineral content, and the drying 
must be done immediately, or tar- 
nish marks from water will ap- 
pear. If the drying follows a cold- 
water rinse, there is less danger 
of water marks. 

The bright satiny effect is ob- 
tained by rubbing the surfaces 
with cloth and emery, or by using 
a buff wheel and greaseless buff- 
ing compound. Rubbing or buffing 
marks should always run in the 
same direction. They may vary 
from fine to coarse, according to 
the grade of abrasive used. 


Highlight Colors 

Often it is desired to have the 
highlight tones some particular 
shade, such as yellow gold, red 
gold or bronze. Many other tones 
may be produced to match particu- 
lar wood or metal finishes, but 
those I will not mention at this 
time, since the genuine simulation 
would include only the three just 
named. 

The true antique simulation has 
no lacquer coating. However, to 
minimize the expense of using such 
costly metals, yellow brass may 
be used and then sprayed with 
lacquer tinted to any of the shades 


desired. The last application, un- 
der the heading “Corrosion Pro- 
tection,” will tone down the lac- 
quer effect to where it is hardly 
noticeable. The color of both the 
background and the highlight will 
be changed somewhat by the use 
of protective coatings. A thorough 
explanation, as to cause, effect and 
procedure will be explained under 
that heading. 


Protection Against 
Corrosion and Service 

In ancient times it was the prac- 
tice to oil or wax metals for pro- 
tection. An antique would be 
cleaned off as much as desired by 
abrasive action, then oiled or 
waxed, and the highlight rubbed 
dry or nearly so. However, as ex- 
plained heretofore, the background 
was seldom uniform as to color or 
texture, therefore it was not so 
attractive. 

We can get the effect of extreme 
age as follows: If only the brass 
color is desired, coat the object 
(after it has been rubbed with 
abrasive) with a special material 
called “overspray.” Allow this 
coating to dry only partially. Then 
rub off, as desired, with a soft 
cloth. 

Sometimes it is advisable to pro- 
tect antique finishes against both 
wear and corrosion to a greater 
extent than an oil or wax coating 
would afford—especially if the ar- 
ticles are made of brass-plated 
steel. This objective may be at- 
tained by first spraying the sur- 
faces with a thin coat of flat lac- 
quer and then, after the lacquer 
coating has thoroughly dried, apply 
the “overspray” and wipe part of 
it off. If there is no recessed back- 
ground—that is if the article is 
flat and smooth—and it is not de- 
sirable to change the color of the 
oxide coating appreciably, then, in- 
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Let us give you just a glimpse of 
our own Complete Creative Stu- 
dio. Behind these doors we have 
a staff of expert artisans who are 
waiting to analyze your products. 
They are ready to suggest and de- 
velop sales-stimulating finishes for 
your product, whether it be wood, 
plastic, or metal. You may be as- 
sured that they will suggest fin- 
ishes which are practical both 


ROCKFORD VARNISH COMPANY 
Manujacturrs of Finishing Materials / 


ROCKFORD 


from a protective and appearance 
standpoint. 

The best assurance of a quick 
sales turnover is an attention- 
getting finish—it is usually that 
first glimpse of your product that 
sells it. 

Reputable manufacturers are in- 
vited to use this creative service 
without cost or obligation. Won't 


you try us? 


NO TAMPERING 
WITH QUALITY 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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stead of using the “overspray,” 
apply a coating of ordinary floor 
wax. When this wax coating be- 
comes nearly dry, polish the sur- 
face with a soft cloth. 

Any protective coating, whether 
it be oil, lacquer or wax, will 
change the color of the oxidized 
surface slightly. It darkens the 
surface somewhat, therefore some 
experience and skill are required 
to produce specific results. This 
completes the “genuine” antique 
simulations. 

There are other finishes that are 
called “antique,” but they are real- 
ly not antique. A number of them 
are obtained by following the in- 
structions described in this article, 
to the point of highlighting, and 
then coating the surfaces with lac- 
quer only. 

There are chemical solutions that 
will produce several different col- 
ors on brass including rose gold, 
verde green, tiffany green, green, 
blue, blue black and red. However, 
both the chemicals and the proc- 
esses are expensive. The same or 
even better effects are obtained by 
using certain organic coatings 
which have been developed and 
which may be had at a fraction 
of the cost, both for material and 
labor. 

SPECIAL NoTIce: Do not try to 
revive a used and oxidizing solu- 
tion by adding chemicals. When it 
ceases to function as desired, 
throw it away and make up a new 
one. Water may be added to re- 
place evaporation, but nothing else. 
Keep all foreign matter, such as 
dust, grease, other metal, etc., out 
of the solution. Cover the dip tank 
or container when the solution is 
not in use. Wire brushes and wire 
wheels (steel) should be dipped in 
the cleaning solution, then permit- 
ted to drain and dry naturally to 
prevent rust. 


Shortage of Sprayers 


ERE IS A TIP I would like 

to pass on for what it may be 
worth: For the past several 
months it has been quite a problem 
to get good sprayers and keep 
them. We pay our sprayers a fair 
wage, with any where from 12% 
to 20 hours overtime per week. 

Now my point is that they leave 
and get more money per hour, but 
less hours, some place else. It is 
questionable whether they have 
bettered themselves insofar as 
their weekly or monthly income is 
concerned. 

I have found that by taking a 
man with reasonable intelligence 
and putting him at spraying small 
parts and the not-too-particular 
articles, I will have a fairly good 
sprayer within a few months. 

Usually I stay with a new man 
and show him the proper way to 
handle the spray gun. Also, I ex- 
plain to him how to take care of 
the equipment, such as cleaning 
guns, hose and pressure tanks. I 
also find that by breaking in a 
new man, in the course of a few 
months he adapts himself to our 
system of spraying and that helps 
to keep up our production schedule 
as well as keeping our cost down. 

The company I am with is one 
of the largest in the business. It 
is practically a job shop; that is 
to say, we manufacture for others 
and not for ourselves.—J. G. S. 


Since the start of the defense 
program, many manufacturers 
who had been plating and polish- 
ing after fabrication have adopted 
pre-finished metals. They have 
found that these metals, which re- 
quire no plating or polishing, have 
helped them speed up production 
in their own plants. 
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How to Give Your Furniture 
A Better Start in Life 


Before the furniture gets to the sales floor is when it needs protection 
most! Leading furniture manufacturers depend on our industrial 
tapes to get their products off to a safe start by guarding against 
bruises, scratches and chips during handling and shipping. Exposed 
edges or surfaces are effectively protected by these tapes which 
stick at a touch, need no moistening, fit on snugly, and come off 
cleanly. Send for free samples. 


INDUSTRIAL TAPE CORPORATION 
 WEW 


HEADQUARTERS FOR EVERY TYPE OF TAPE 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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Here it is! An Oil and Water Extractor, the beauty of which is only 
exceeded by its high efficiency. Binks Engineers have designed the 
E-75 Extractor on a new principle to meet modern needs .. . more 
air .. . cleaner air . . . at lower cost. Compare the E-75 with any 
extractor in the same price range and see for yourself why we say 
the E-75 is six ways better. 


Handles 75 Cubic Feet of Air a Minute by Test...ample 
to operate several modern spray guns at low or high pressures. 


More Complete Air Cleaning. A new air-cleansing principle 
gives the E-75 Extractor increased cleaning capacity and greater 


efficiency. Oil, water, and other foreign substances are quickly 
removed from the air without cutting down air delivery to the guns. 


More Uniform Air Pressure . . . made possible by a new large 
capacity regulator. 


Lower Maintenance . . . easier to clean and keep clean. 


Easier to Operate. Dials are easy to read. Knurled plastic con- 
trols are easy and simple to adjust. 


Automatic Drain. Eliminates the human element and insures 
constant trouble-free service. There is no additional charge for this 
device. 


MANUFACTURING COMPANY 


NEW YORK DETROIT SAN FRANCISCO PHILADELPHIA CLEVELAND PITTSBURGH 
ST. LOUIS MILWAUKEE BOSTON LOS ANGELES SEATTLE WINDSOR, Ontario, Canada 
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INDUSTRIAL FINISHING 


BY R. J. FAIRBURN 


Zapon Division of Atlas Powder Co. 


n economical means of apply- 

ing lacquer and other finishes to 
small parts. Not only is the han- 
dling cost kept at a minimum but 
a minimum of finishing material 
is used. Tumbling barrels, as a 
rule, are not costly and they do 
not require too much valuable floor 
space. 

Briefly, the method is to partly 
fill a barrel with the articles to be 
coated. A small quantity of finish- 
ing material is poured over the 
work and the barrel is revolved 
until the surfaces of all pieces are 
evenly coated. In some cases the 
tumbled-on coating is allowed to 
dry before the coated articles are 
removed from the tumbling barrel. 
In other cases the coated articles 
are removed wet and spread out on 
trays to air-dry or to be baked in 
a drying oven. 

On metal pieces, the quality of 
the finish often equals that of 
dipped or sprayed work. On wood, 
the finish is reported to be tougher 
because it is forced into the sur- 
face of the wood. The coating—if 
it has been properly formulated 
and is correctly tumbled—is thin 
and is not easily chipped off. Be- 
cause of this thin coating, the fin- 
ish does not always hide wood 
grain as well as a sprayed finish. 


T= TUMBLING barrel provides 
a 


However, it has a pleasing appear- 
ance that is not easily obtained by 
any other finishing method. 


Tumble-Finishing Wood Articles 


Practically any kind of wood 
turnings, such as small handles, 
beads, etc., may be tumble-finished. 
If the operator is skilled and a 
properly formulated tumble finish- 
ing material is used, certain types 
and sizes of flat pieces and irregu- 
lar shapes may also be tumble fin- 
ished. 

Pieces with sharp corners are 
not well adapted to this method 
unless they are made of hardwood. 
The sharp corners will probably be 
worn off and, too, sharp corners 
are apt to dig into the sides of 
adjacent pieces and mar the finish. 
Wooden blocks, such as those made 
for children’s play sets, are usu- 
ally tumble finished when made of 
hardwood. 

Any kind of wood may be tumble 
finished, but a hard, even-grained 
wood, with no sap streaks, is best. 
This is also true for dip and spray 
work. However, I believe it is 
probably more difficult to hide sap 
streaks and knot holes by the tum- 
bling method. Usually the economy 
of this method will more than pay 
the difference in the cost of better 
selected wood. 
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Al + G- PROTECTING: PACKING 


POINTERS jot FASTER PRODUCTION 


in U.S. A. by 


MINNESOTA MINING & MFG. COMPANY 


SAINT PAUL 


Canadien Mtrs and Distrs "CANADIAN DUREX ABRASIVES, Ltd, 154 Pear! St, Toronto Canada 
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Tumbling Equipment 

A closed barrel, mounted with 
the sides horizontal and the ends 
vertical, is preferable for most 
wood finishing. A round wooden 
barrel may be used. Such a barrel 
is often more efficient if cleats are 
fastened to the interior — cleats 
parallel to the shaft and spaced 
about 12-in. apart around the in- 
side. These cleats will carry the 
work farther up the smooth sides 
of the barrel before it drops back 
and, as a result, you get better 
tumbling action. The object is to 
cause the work to roll over and 
over, with each piece constantly 
changing position. The constant 
rolling of each piece against its 
neighbor forces the finish into the 
surface of the wood. 

An 8-sided barrel (octagon 
shaped) is usually the most effi- 
cient. In such a barrel the work 
is carried up nearly to the top of 
the barrel before it drops back. 
Each section should be about 12-in. 
wide inside. 

If the barrel is too small in 
diameter, the work does not get 
enough tumbling action for a good 
finish. The barrel may be any de- 
sired length, for example, 3 or 4-ft. 
is a good size. One company uses 
barrels 5-ft., in diameter and 10-ft. 
long. Another firm experimented 
with barrels 18-in. in diameter by 
2-ft. long, but found them unsatis- 
factory for even small batches of 
small parts. 

One side or segment of the bar- 
rel should have a removable sec- 
tion—a door for loading, unloading 
and inspecting the work. Two doors 
should be available to fit this open- 
ing—a solid door and a screen door. 
The screen or wire mesh door is 
used when it is desired to sift saw- 
dust out of the work or admit 
more air into the barrel. The solid, 


tight-fitting door is used while the 
liquid finish is being applied. 

The barrel is mounted on trun- 
ions or some suitable framework 
that has bearings for its shaft. It 
should rotate at a uniform speed 
of 25 to 40-r.p.m. A faster or 
slower speed does not give proper 
tumbling action. 


Tumble-Finishing Materials 

The tumbling method can be used 
to apply any one of several differ- 
ent types and kinds of finishes. 
For very high grade wood handles, 
for instance, it is common practice 
to smooth up the turnings and fill 
the wood by tumbling it with a 
liquid pigmented filler. The work 
is then usually dipped or sprayed 
to give it one or more coats of 
enamel, after which it is air-dried 
—or, for better work, baked. 

For natural wood grain finishes, 
the work may be dipped in stain. 
Then it goes into the tumbling bar- 
rel for a coat of clear shellac or 
clear lacquer. The staining opera- 
tion, too, is sometimes performed 
in a barrel. 

Most enamel finishes are ob- 
tained by using a properly-made 
tumbling lacquer. These lacquer 
enamels are available in any de- 
sired color. Naturally, bright or 
dark colors give best results. Such 
colors as yellow are fair, but white, 
cream and ivory are not so satis- 
factory. 


Tumble-Finishing Conditions 

Any finishing operation is at its 
best when performed in clean dry 
air. A uniform temperature of 70° 
to 80°F. is ideal. Unless the lac- 
quer, or other finishing material is 
stored in a warm room, all that is 
to be used in a day should be 
brought into the finishing room the 
previous evening, so it can remain 
there throughout the night. This 
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THE NEW GKS SHELF OVENS are avail- 
able in two sizes heated either by gas or 
electricity. Designed to operate in several 
temperature ranges between 150° and 
500° F., they may be controlled with a 
minimum temperature differential. 


GAS HEATED SHELF OVENS 


INSIDE MAX. CUBIC FEET 
DIMENSIONS DIMENSIONS APPROX. OF GAS PER HOUR CONTROL 
cat. SHIP, 
NO. DOOR wr. NATURAL | MIXED wre. VOLTAGE 
HEIGHT) KIDTH | DEPTH | OPENING DEPTH 1000 | 750 530 
BLIG} | 4'-6" | 41-6" | 51-4" | 915 90 120 170 110 
| | stow | | | 950 100 135 190 110 
ELECTRIC HEATED SHELF OVENS 
OVERALL DIMENSIONS INSIDE DIMENSIONS APPROX. wax, 
caT. SHIPPING 
NO. HEIGHT WIDTH DEPTH DOOR OPENING DEPTH WEIGHT Coms. 
BLIE gt." 4'-6" 4'-0" 910 30 
B12E 8'-4" 5*-0" 5'-0" 5'-7" 3°~-7" 4'-6" 940 30 


will be available shortly. 


The GKS Shelf Oven, completely equipped with the necessary fan, 
motor, and safety and control equipment, is thoroughly tested be- 
fore leaving the factory. Each oven is assembled and shipped as a 
unit which is ready for operation as soon as the connections are 
made to the source of power. 
Write for the new Shelf Oven Bulletin which 
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The finishing problem 


that wasn’t in... 


AND THE MAN WHO SOLVED IT TWICE! 


ny the Du Pont man 
first came around, they 
didn’t need help. They made 
hot water heaters and sprayed 
them with two and ¢hree coats 
of a white pyroxylin enamel. 
This system worked okay . . . 
so they had no problems for 
him to solve. 


Or so they thought! Then 
the man showed thata DuPont 
Enamel would do the same 
job in two coats at lower cost 

- with its greater hiding 
power, coverage and gloss. 
They changed to the new en- 
amel. Again they werecontent. 


But the Du Pont man wasn’t! 
He kept coming around. And 
one day he proposed a system 
with one coat of white sur- 
facer and one coat of enamel. 
They found the surfacer gave 
even greater hiding power 
and coverage—with a substan- 
tial saving in cost per gallon. 


So everybody's happy now! 

And this kind of service 
shows why the Du Pont man 
who comes around is often 
considered “one of the boys” 
in the finishing department. 
He brings the sum total ex- 
perience of skilled specialists 
—research chemists, labora- 
tory technicians, production 
men, service engineers, field 
representatives—with the fin- 
est of facilities. 

It is this teamwork coupled 
with years of experience which 
gives Du Pont that extra 
“know-how.” That’s why so 
many manufacturers turn to 
Du Pont for assistance in fin- 
ishing processes. They know 
their problems are in the best 
possible hands . . . and that, 
as finishing problems arise in 
the future, Du Pont will be 
ready and able to supply the 
right answer. 
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.-. yours for the asking! 

> This interesting new book, prepared by 
Du Pont, describes many of chemical 
science’s discoveries; 

the research, the test- 

ing, the inside story 

of many of chemis- 

try’s sensational tri- 

umphs. 

For your FREE copy, 

just write to: E. I. 

du Pont de Nemours 

& Co. (Inc.), 7154-S, 

Du Pont Bidg., Wil- 

mington, Delaware. 


Y (IN, FINISHES DIVISION, WILMINGTON, DELAWARE, 
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“SANDY” 


SAYS= 
“A Good Man 
Is Hard to Get 
These Days!" 


“Full speed ahead on uction!" That's the 
demand of the de Be you can't get GOOD 
MEN, how can you fulfill that demand? Well, 
one way is to eliminate “bottleneck” hand jobs 
such as HAND SANDING! For example, "SANDY" can do the work of 
THREE HAND SANDERS—and give you as fine a finished sanding job as you 
could want... because "SANDY" operates at 3,000—54" strokes per minute! 
That's why so many manufacturers in all kinds of industries have turned to 
"SANDY" to TRIPLE the speed of fin- 
ish-sanding. We may be able to help 
> you overcome bottlenecks caused by 
inadequate manpower, and thereby 
TOOL PRODUCTS CoO. bring about IMPORTANT SAVINGS 
in your production costs. Put "SANDY" 
to work in your shop. 
SS 


“I'LL DO YER SANDIN' THREE TIMES FASTER" ... . 
Fill out coupon—Paste on postcard—and Drop it in the Mail 
TODAY! 

STERLING TOOL PRODUCTS CO. (A-4) 
363 E. Ohio St., Chicago, Ill. 


Please RUSH "Hints on Sanding Savings” to me at once! 


das csp hota. 


363 EAST OHIO STREET 7 CHICAGO 
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INDUSTRIAL FINISHING 


will allow it to reach room tem- 
perature before it is used. A cold 
material does not flow well. 

The manufacturer’s instructions 
should be followed for stirring and 
thinning. The finish manufacturer 
finds that it is desirable to make 
tumble-lacquer enamels fairly 
heavy in body. There are two rea- 
sons for this. First, a heavier liq- 
uid will keep the solid part of the 
lacquer in better suspension. Sec- 
ond, a heavy material may be 
thinned in different proportions to 
meet varying conditions. Always 
use a good grade of thinner. The 
manufacturer of the lacquer knows 
what is in his material. He is 
usually the one from whom your 
thinner should be purchased. 


The Tumbling Operation 


Let us assume, as an example, 
that we are going to put a red 
gloss finish on several thousand 
small disc-like turnings. Each one 
is rounded on one side and flat on 
the other. 

We pour in or shovel in the 
turnings, making the barrel not 
more than half full for best tum- 
bling action. Then we put the 
screen door on our barrel. Run 
the barrel long enough to sift out 
the dust and shavings. This will 
also knock off burrs and smooth 
any rough edges. 

If the surfaces are very rough 
they may be smoothed by first 
tumbling the work with an abra- 
sive, such as shredded sandpaper 
or sandcloth or chunks of pumice. 
In this case the solid door would 
be used so as to avoid losing the 
abrasive. The work would then be 
screened to remove the abrasive. 
Then it might be well to tumble 
the turnings with several small 
rags for a few minutes to wipe off 
all traces of pumice. Most work 


comes from the millroom smooth 
enough to make such an operation 
entirely unnecessary. 


Pour in Just Enough Lacquer 

Second, the right amount of 
properly-thinned tumble base (red 
tumble lacquer) is poured over the 
work. After a little experimenting, 
the operator will know just how 
much is needed. Clamp the solid 
door in position and run the barrel 
long enough to distribute the finish 
evenly over all pieces. 

If insufficient lacquer was poured 
in at first, more should be added 
before the work becomes thorough- 
ly dry. Avoid pouring in too much 
lacquer, as it may pile up on the 
coated surfaces and cause rough- 
ness. On a preliminary trial, it 
will be necessary for the operator 
to inspect the work every few min- 
utes to make sure that he is get- 
ting a satisfactory job. 

One concern has a barrel 3-ft. 
in diameter by 5%-ft. in length. 
When half filled with small turn- 
ings, it holds about 10,000 pieces. 
This requires 10 quarts of red lac- 
quer for a good finishing job. A 
conservative estimate is 300-sq.ft. 
of surface to a reduced gallon of 
tumble base. This will vary for 
harder or softer woods, the softer 
wood requiring more lacquer. 

Third, remove the solid door and 
replace it with the screen door. 
Now run the barrel until this coat- 
ing is dry and shows signs of be- 
coming powdery. Do not run it too 
long, or the “high” rounded sides 
will begin to wear through and 
leave thin places in the finish. 
This is particularly true when balls 
or beads are being tumbled. Thirty 
minutes to one hour of tumbling 
should dry the finish. 

The work now has an even coat- 
ing of red lacquer. This finish is 
dry and dull—lacking in luster. 


47 
Man 
anys!" 
q 
as you 
ninute! 
ned to 
of fin- 
to help 
sed by 
hereby 
VINGS 
ANDY" 
q 


INDUSTRIAL FINISHING 


Adding Luster to the Coating; 
Methods of Polishing 


To impart a luster to the colored 
surfaces, you have a choice of two 
general methods. One is to put 
lumps of paraffin wax—or better 
still, carnauba wax—in the barrel 
and rotate it until all surfaces are 
waxed. The waxed surfaces can 
be hardened and polished by addi- 
tional rotating while the screen 
door is in place. 

A harder surface and more bril- 
liant luster are imparted by using, 
in place of wax, a liquid tumble 
polish. This liquid is colored with 
a small amount of the base coat- 
ing (in the foregoing case, red). 

With the solid door in place, pour 
a very small amount of polish over 
the work. Run the barrel just 
long enough to evenly distribute 
the polish. Four or five such ap- 
plications will cover all the work. 

Do not try to put all of the pol- 
ish into the barrel at one time. It 
may soften the base coat and cause 
a mottled appearance. Too much 
polish might also cause the flat 
sides of the turnings to stick to- 
gether. Even when the polish is 
properly added, the flat sides may 
have a tendency to stick together 
but, as the wax dries, they will 
break apart. 

The barrel should not run too 
long between applications of pol- 
ish. If the preceding application 
becomes too hard, the next appli- 
cation may soften it and give the 
turnings a streaked appearance. 
By carefully watching the first 
barrelful, the operator may avoid 
these conditions and know just how 
to finish succeeding work. 

After all polish has been added 
and evenly distributed, the screen 
door may again be put in place to 
admit air to harden the finish; 15 
minutes or so will accomplish this. 


Time and Skill Involved 

The entire operation, base coat 
and polishing, will usually require 
about two hours. The work is put 
into the barrel only once and re- 
mains there until it comes out dry 
and ready for packing or other 
operations. 

With a little practice, an opera- 
tor is able to operate several bar- 
rels—and herein lies part of the 
economy of tumbling. After a rou- 
tine has been established, the op- 
eration is simple. This is not a 
job for just any green hand, how- 
ever. The operator must study 
each job and know how to han- 
dle it. 

The same turning with the same 
finish will require different treat- 
ment if a softer wood is used. A 
run of streaky grained wood will 
present its problem. Different col- 
ors vary in their hiding power and 
require varying amounts of thin- 
ner and varying quantities of lac- 
quer for the work. 

Most of the reputable manufac- 
turers of tumble finishes will be 
glad to have one of their service 
men give preliminary training to 
a new operator. These men have 
a varied experience and can help 
to establish a routine that makes 
tumble finishing a simple opera- 
tion. 

Drying by Forced Draft 

For very large barrels, it may be 
desirable to use a forced draft of 
air to dry and harden the work. 
Such a barrel has a hollow shaft 
at one end. Air, preferably 
warmed to 100° to 150°F., is forced 
through this shaft into the barrel. 
It may be exhausted through open- 
ings in the opposite end of the 
barrel or through a screen door in 
the side of the barrel. This draft is 
turned on only while the base coat 
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Gives Your Products 
Sales Appeal, too! 


@ Natural wood beauty and design start 
in a selection of suitable colors in toners, 
glazes, fillers and stains. There’s no 


trouble in this if you standardize on 
Glidden undercoatings. Every one is 
designed to do its part perfectly, and 
all are available in unlimited quantities. 
Glidden surface finishes also insure the 
greatest protection for thiscreated 
beauty. Glidden fossil and synthetic 
resin varnishes, as well as lacquers, 
have been relied upon for years 
wherever finest finishing has been 
required. Today, as always, Glidden 
undercoatings will create real beauty 
that will add the utmost sales appeal. 
THE GLIDDEN COMPANY «+ National Headquarters, Cleveland, Ohio 
Branches or Factories in Principal Cities 


FAMOUS MARE OF QUALITY 
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INDUSTRIAL FINISHING 


or the polish is being hardened. It 
offers a means of speeding up this 
final drying. 


Removing an Excess of Finish 

If too much finishing material 
has been applied, through careless 
operation, or if a barrelful of work 
has been spoiled from some other 
cause, the finish may be removed 
by saturating rags in thinner and 


placing them in with the turnings. 
Run the barrel until the surfaces 
are again smooth. It may be nec- 
essary to resaturate the rags from 
time to time. The turnings may 
be refinished in the regular way. 


Finishing Odd Shapes 

For pieces having deep crevices 
or holes drilled in them, it may be 
desirable to prevent lacquer from 
clogging these openings. First, ap- 
ply a light coat of lacquer that has 
been lowered in viscosity by adding 
an extra amount of thinner. Then 
apply a coat of lacquer at its reg- 
ular viscosity. This heavier lac- 
quer will adhere to the first coat 
and it is not inclined to find its 
way into the openings. In this 
case, the first coat should not be- 
come too dry before the second 
coat is applied. 


To Prevent Sticking 

For work with flat sides—pieces 
that are inclined to stick together 
—I have already suggested that 
both the base coat and polish be 
added in small quantities. This 
prevents a heavy coating that may 
act somewhat like an adhesive. 


It may also be desirable to add 
“tumble jacks” to the barrelful of 
work. These jacks are pieces of 
wood that roll around with the 
work and break it apart. If turn- 
ings made of soft wood are being 
finished, the jacks should also be 
made of soft wood so that they 
will not mar the finish. The jacks 
should not have sharp corners. 


(To be continued) 


How to Sell to the Government 


A pamphlet designed to supply in- 
formation concerning procedures em- 
by various Government agencies 
n making routine purchases of mer- 
chandise for civilian needs has been 
made available by the Department of 
Commerce for the information of busi- 
nessmen who desire to sell Federal 
units. 

It is not likely that the pecing 
methods by the various agencies 
the Government, as outlined in = 
booklet, will be radically changed b: 
the impact of defense needs. 

“There is no great mystery involved 
in doing business with the Govern- 
ment”, according to the Department of 
Commerce. Any business man desiring 
to do such business may write to the 
Procurement Division, Treasury De- 
partment, Washington, D. C., and re- 
quest to be listed to receive invitations 
to bid on items he can furnish, the 
partment reported. 

Army and Navy Purchasing, it was 
announced, is explained by two book- 
lets published by the respective Depart- 
ments. The “Army Purchase Informa- 
tion Bulletin” (1940) may be had by 
writing the War Department, Washing- 
ton, D. C. “Selling To The Navy” may 
be had upon application to the Navy 
Department, Washington, D. C. 

The Department of Commerce book- 
let “How To Sell To The Government 
For Civilian Needs” may be had with- 
out charge upon application to the De- 
partment at Washington or any of its 
field offices centrally located through- 
out the United States. 
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Profits through Priorities 


SEARCH FOR SUBSTITUTE FINISHES 
UNCOVERS IMPORTANT IMPROVEMENTS 


BY I. R. MESSER 


dustrial finishes may be bless- 

ings in disguise . . Let me ex- 
plain: Many manufacturers have 
(for one reason or another) been 
using coatings that are neither 
completely efficient nor basically 
economical for either their product 
or their process. 


Be Prepared to Meet a Shortage 


In such cases, the forced, scien- 
tific search for a substitute will un- 
doubtedly disclose opportunities for 
permanent improvements . . This is 
happening every day. 


Prescription Finishes, Best Answer 


If you have never had a good 
prescription paint laboratory ana- 
lyze your coating problem, you may 
be in for a pleasant surprise. Spe- 
cialists in this kind of work will 
“tailor make” a paint formula to 
fit your needs exactly . . and where 
a certain ingredient is no longer 
available they’ll often find a sub- 
stitute that out-performs the long 
accepted original. 


G astral i in the field of in- 


It May Happen to You 


The important point is to be 
prepared. Don’t wait until a pri- 
ority ruling pins you down. Sub- 
mit details of your finishing re- 
quirements, at once, to a true pre- 
scription house like The Watson- 
Standard Company at Pittsburgh. 


This concern guarantees a manu- 
facturer answers based on his in- 
dividual conditions and not just 
the application of a standardized 
formula. Perhaps they’ll find a 
way, at once, to give you better 
coatings at lower costs, but in any 
event, they can guide you through 
the difficult times ahead and you 
certainly are not putting yourself 
under any obligation. 


Procrastination Is Dangerous 


The Watson - Standard Company 
for years has specialized in pre- 
scription finishes for all surfaces 
by spray, dip, brush or roller appli- 
cation. Their field comprises every 
type of industry under every condi- 
tion. Their record is impressive. 
To them, the problem, not the pros- 
pect, is the important thing. Write 
to them direct — today — with the 
assurance that your letter will re- 
ceive the personal, confidential and 
sincere attention of some of the 
most highly skilled paint chemists 
in the country.—Advertisement. 


THE 
WATSON-STANDARD CO. 


Manufacturers of PAINTS . . VARNISHES . . 
INDUSTRIAL FINISHES AND LITHOGRAPH 
COATINGS 


Factory and General Offices: Pittsburgh, Pa. 
Warehouses: Boston, Buffalo, Detroit, New York 
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INDUSTRIAL FINISHING 


FINISHES FOR WOOD FURNITURE AND FIXTURES 


much to revolutionize former 

methods of finishing. Where 
available floor space for finishing 
is limited, where flying dust par- 
ticles would damage a slow-drying 
finish, and where production must 
move rapidly—here lacquer has 
proved to be a real solution for dif- 
ficult problems. 

Lacquer has caused a lot of trou- 
bles in finishing rooms. For ex- 
ample, the order, “lacquer it this 
morning and ship this afternoon,” 
has caused many finishing foremen 
plenty of trouble. A lacquer film, 
like any other coating has to have 
a certain amount of time to dry. 
The boss who is always pushing 
his finishers to the limit is surely 
inviting trouble—and rightly de- 
serves it. Proper ventilation mate- 
rially decreases the drying time of 
lacquers, as the fumes and foul air 
are carried off and thinners and 
solvents leave the film more read- 
ily. 

Filler; Sealer Coat 


F‘lling has much to do with the 
performance of the lacquer coat- 
ing. The tendency of the thinners 
and solvents to lift the filler and 
make a porous surface is often evi- 
dent, and this, in turn, results in 
poor adhesion and brittleness of 
the lacquer film. 

Sometimes the sealer coat, which 
is sprayed over the filler, softens 
the vehicle of the filler; the sealer 
absorbs most of it and this leaves 


[sven FINISHES have done 


BY F. R. BOYNTON 


A few practical suggestions 
about fillers, sealers and primers, 
as used with lacquer and synthetic 
coatings over hardwood surfaces. 


the particles of inert pigments 
without support in the pores of the 
wood. When this occurs the quality 
of the sealer is materially reduced, 
giving poor support to the succeed- 
ing coats of lacquer. 

A large manufacturer of finish- 
ing materials now has a filler on 
the market that greatly improves 
this condition. I have tested out 
this material and it is remarkable 
the way the lacquer adhesion is 
increased, even with the cheaper 
lacquers. This filler wipes clean 
and does not leave the cloudiness 
that is prevalent in so many other 
fillers. Force drying of fillers im- 
proves their resistance to the sol- 
vents incorporated in lacquer seal- 
ers. When using filler that is to 
be air-dried I suggest letting it dry 
two hours or more longer. than the 
time specified by the manufacturer, 
if possible. 


Lacquer Enamels 

Lacquer enamels, such as those 
used in furniture finishing require 
as much attention as do the clear 
coatings. Primers that set up too 
fast and do not penetrate into the 
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TUF.TEX RUBBING VARNISH SPEDE-VAR 
DURATONE STAINS SYNTHENOID ENAMELS 
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INDUSTRIAL FINISHING 


pores of the wood generally offer 
poor adhesion, and there is danger 
of chipping, peeling and scaling. 
It is always advisable to buy a 
good primer instead of a cheap one, 
for the performance obtained is 
worth more than the few cents 
extra it costs per gallon. 
Plasticizers have an important 
part in the life of a lacquer film, 
either clear or pigmented. The lac- 
quer is tempered with blown oils 
and phthalic resins to give it the 
desired elasticity. Film permeabil- 
ity governs the adhesion of surface 
coatings because it controls the 
interchange of moisture between 
the support and the atmosphere. 
If, due te impermeability, the film 
is not able to “breathe” properly, 
it will detach itself and peel off 
when vapors develop underneath. 


New Varnish Developed 


A new varnish has been devel- 
oped that is very close to lacquer 
in performance. It has a varnish 
body, plus the quick-drying char- 
acteristics of lacquer. When or if 
it is necessary to really hurry, 
products can be completely coated, 
rubbed and shipped all in one day. 
For example, in a little test I tried 
with an article made of satinwood, 
a coat of sealer was sprayed on. 
After six hours of drying time the 
surfaces were oil-rubbed. The fin- 
ish was perfectly smooth and level 
and it looked especially attractive. 

I have experimented with this 
coating and have found it entirely 
satisfactory, producing a tough 
hard film after five or six hours 
of drying time. It has resistance 
to alcohol and can be obtained in 
either gloss or flat. The price is 
so small per gallon that it would 
materially reduce production costs 
in any finishing room where water- 
white coatings are not essential. 


Fumed Oak Finish 


OME TIME ago I noticed a Q. 

& A. in regard to fumed oak 
finish. Twenty or 25 years ago I 
had charge of finishing thousands 
of pieces of furniture and never 
had a complaint about color. Here 
is the method I used to obtain the 
fumed oak finish: First, use a 
— made up in the proportion 
Tanic acid (oz.) 1 
Pyrogallic acid ce: 
Sponge the oak surface with this 
and, when dry, sand smooth. Then 
make a stain of the following in- 
gredients and in the proportion in- 


Carbonate potash ~...............(Ibs.) 3 
Bichromate potash -~..~... oz.) 2 
Walnut erystals 3 
Amonia (28°) (qts.) 3 


Warm water (gals.) 4% 

Note: Keep this material in an 
earthenware crock, glass jar or 
wooden keg. 

After staining, let the surface 
dry and apply one coat of white 
shellac. Sand lightly with fine 
sandpaper, and wax. Do not fill 
the surfaces, as this would spoil 
the effect.—G. L. Bartlett. 


Paint Remover Book Free 


An interesting book of facts about 

nt and varnish removers—and par- 
on" the wax-free, non-inflammable 

.D. Formula 9—has been published 
by the Industrial Chemical Develop- 
ment = .. 331 Madison Ave., New 
York, N. 

The company calls attention to the 
great number of fatalities and injuries 
resulting from the use of dangerous 
and inflammable cleansing materials. 

Most of the booklet’s contents are in 
Question-Answer style, for example: 

Q: You _ state that the 
now no “flash”. What advantage is 
is? 


A: It allows the use of this product 
in engine rooms, on electrical equip- 
ment where an arc might be drawn, 
without danger. It also eliminates the 
possibility of fire where steelwool or 
a wire brush is used for removing ma- 
terial on a metal surface which might 
cause a 
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to Enhance the Appearance 
OF EVERY SURFACE 


Specially Made for All Processes 

ls Including ROLLER COAT - GASKET DIP 
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B. DAY & CO 
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Finishes Metal and 
Plastic Alike 


The Duralac Chemical Corp., 90 
Lister Ave., Newark, N. J., announces 
development of a line of Sea-Lac Plas- 
tic-Seal baking enamels that can be 
used alike on both plastic and metal 
parts of a particular product. The re- 
sult is a harmonious blending of plas- 
tic and metal in the finished product. 


For one specific application involving 
hard-to-match colors the company’s lab- 
oratory developed one material for the 
plastic part and another for the metal 
part. They both baked out to match 
exactly as to color. Bach was a one- 
coat job. Where priority difficulties in- 
dicate the advisability of replacing 
metals with plastics the company is 
prepared to recommend materials and 
finishing schedules for the solution of 
any problems involved. 


Heavy Portable Spray 
Outfits 


Two greatly improved series of 4- 
hp. and 6-hp. portable spray-painting 
air-compressing outfits, for operation of 
two and three spray guns, have just 
been released by the DeVilbiss Co. 

The outfits are ideal for larger in- 
stallations, for example, for industrial 


New... 


MATERIALS 
SUPPLIES 
EQUIPMENT 


and maintenance work, highway de- 
partments, public works, oil fields, 
mines, public buildings and the like. 

Twenty assemblies are included in 
the two series—skid-mounted outfits, 
rubber-tired and steel-wheel trucks, 
and 2-wheel trailers. 

The 6-hp. units may be had with or 
without an electric starter. Air-cooled 
or water-cooled engines are optional 
with this series. All 6-hp. units have 
twin disc clutch as standard equipment. 
This permits starting of the engine in- 
dependently of the compressor. 

Spray-painting equipment for use 
with the outfits has been set up to be 
purchased separately from the air- 
compressing outfits. Two-gun equip- 
ment is designated as type QM-6016. 
It may be used with any of the 4-hp. 
or 6-hp. compressing outfits. Three- 
gun equipment, for use with the 6-hp. 
units, is designated as type QM-6017. 

Complete information regarding the 
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ALOUCED FINISHING TIME — LOWER COSTS — BIGGER PROFITS 
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STANLEY HAS most OF THE ANSWERS 


If your head’s in a whirl with a finishing problem 
. . « eall STANLEY, and r-e-l-a-x. The thousand- 
and-one considerations in selecting the EXACTLY 
RIGHT finish for YOUR product are grist-to-the- 
mill for us . ... . everyday problems to which 
STANLEY Chemists already have MOST of the 
answers. Our research files may contain RIGHT 
NOW the formula which will cut your finishing 
time, reduce your finishing costs, improve the ap- 
pearance of your product, and INCREASE YOUR 
PROFITS! Your inquiry incurs no obligation. 
Address Department “I’’. 
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new DeVilbiss TS and TD (4-hp.) and 
TNS and TN (6-hp.) spray-painting 
air-compressing outfits may be had 
from DeVilbiss jobbers, or direct from 
the DeVilbiss Co., 300 Phillips Ave., 
Toledo, Ohio. 


Sandpaper Disc Cement 


A pressure-sensative cement for use 
on the paper back of abrasive paper 
to make it stick to a sanding block, 
faceplate of a disc sander, or around 
a drum or spindle, is announced by 
Fanwood Specialties Co., Plainfield, N. 
J. It is called “T-31”". 

Quoting from the company’s folder: 


“T-31 requires no mixing or heating 
before use. You merely spread it on the 
back of sandpaper disc only. Apply 
one thin coat evenly and allow it to 
dry 15 minutes. Then press the sand- 
paper disc firmly to the faceplate. It 
may be used immediately. It is not 
necessary to put cement on the face- 
plate. 

“To remove disc, merely peel it off 
and store it in a dust-free atmosphere. 
It may be used again by pressing it 
against the faceplate. Do not add an- 
other coat of cement. This cement will 
adhere to paper, metal, wood, rubber 
or felt. It is a pressure-sensitive ce- 
ment—the harder the work, the tighter 
it sticks. When the disc is not in use, 
moisture in the air may cause the 
sandpaper to curl away from the face- 
plate. If it does this, just press it into 
place and it will adhere firmly again.” 


Immersion Type Heaters 


H. O. Swoboda, Inc., 141 Thirteenth 
St., New Brighton, Pa., announces 
production of a new line of Falcon 
electric immersion-type booster heat- 
ers for maintaining and increasing 
temperatures of a wide range of ma- 
terials. These heaters are available 
in capacities ranging from 10-kw. to 
as much as 1000-kw. output. In many 
coating and saturating processes in- 
volving the use of heated asphalts, 
oils, paraffins, waxes, resins, creosote, 


varnishes, insulating varnishes, etc., it 
is necessary to increase or maintain 
temperature of the material by apply- 
ing heat in the line between storage 
tank and the container where process- 
ing occurs. 

Consisting of spirally-coiled heater 
strips arranged to form a compact 
unit, the heater is installed in a sealed 
tank built in the pipe line between 
storage vessel and coating or satur- 
ating tank. Temperature is main- 
tained uniformly by means of auto- 
matic controls, either thermostat or 
pyrometer with thermocouple. Only 
two simple connections are necessary 
for connecting the heater to the elec- 
tric circuit. 


Metal Cleaning Progress 


A letter to the Editor from Oakite 
Products, Inc., 22 Thames St., New 
York, N. Y., follows: 

Calling for “all-out” production in 
metal fabrications of all sizes, shapes 
and kinds, the National Defense Pro- 
gram is focusing more and more at- 
tention on the increasing functions and 
facilities of metallurgical research. 

Since production cleaning and re- 
lated metal manufacturing operations 
are highly important in this respect, 
we believe you will be interested in 
learning that the Metals Section of the 
Oakite Research Laboratories has been 
expanded to the point where it provides 
what we think are the most modern 
facilities available for reproducing, 
on a pilot-plant scale, actual produc- 
tion conditions generally found in met- 
al plating and fabricating plants. 

With the expansion of this metal 
plating Laboratory and the installation 
of the latest equipment available... 
buffing machines, the spray-type metal 
washing machine, welded-steel cleaning 
solution tanks, running-water tank and 
shower sprays for rinsing, rectifiers 
and a number of plating tanks... it 
is possible to control composition of the 
cleaning solution, current density, tim- 
ing of cycles, soil loading and other 
variables encountered in metal plating 
and finishing practice. 

As a result, this development, to- 
gether with our nation-wide staff of 
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THAT’S THE WAY 


WE FEEL ABOUT IT, TOO? 


These words, in reference to Berry Brothers 
RUFKAST Finishes, quoted from a letter 
from Mr. R. L. Schuhmann, President of 
the American Duplex Co., Louisville, Ky., 
makers of Coffee Mills, tell the story com- 
pletely. And they certainly carry maximum 
weight when they come from a user. 

Mr. Schuhmann also says in his letter, 
“Berry Brothers RUFKAST is 100% air- 
dry, and its adhesion is remarkable.” 

Berry Brothers RUFKAST has a fine, uni- 
form pattern which minimizes any surface 
irregularities, and at the same time pro- 
vides an attractive decorative finish which 
adds to the eye-appeal. Cost is low, and 
ample raw material sources assure uninter- 
rupted production schedules. 

Write for sample panel — or let us finish 
one of your products in our laboratory. 

Quality Finishes Since 1858 


BE RRY BROTHER 


Industrial Varnishes + Enamels + Lacquers 
DETROIT, MICHIGAN + WALKERVILLE, ONTARIO 


JERSEY CITY BOSTON CINCINNATI 


e CHICAGO e ST. LOUIS 
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service representatives, enables our 
company to provide plants working on 
defense or other orders with greater 
technical service and closer cooperation 
on any production problem they may 
have relating to the preparation of 
metals for electroplating or other fin- 
ishing operations. 


“Lacstix" for Burn-in 
Repairs 


Finishine Laboratories, Inc., 319 
Clinton St., Syracuse, N. Y., has pro- 
duced a new type of “Burn-In-Stix” 
called “‘Lacstix.’’ Repairs made with 
this material do not lift lacquer or 
synthetic finishes. Lacstix is composed 
of a peculiar combination of gums and 
other ingredients which prevent it 
from lifting or bulging under lacquer 
or synthetic. 

Samples are available upon request 
together with a free instruction cata- 
log card “Book on Finishing’’ show- 
ing actual sample buttons for testing. 


Flocking Base; Flocking 
Ink 


The Naz-Dar Co., 477 Milwaukee 
Ave., Chicago, Ill., announces two new 
products, as indicated in the above 
title. The No. 907 Flocking Base is 
designed, “for exceptional results when 
adhering flock to any surface, es- 
pecially fabrics”. It is a neutral col- 
ored base that can be used straight 
from the can or mixed in proportions 
up to 50% with Naz-Dar weather-proof 
enamel when color is desired. 

No. 907 Base is also recommended 
for adding to weather-proof enamel 
or poster colors when printing on felt, 
canvas, duck or any other fabric 
where maximum coverage is desired 
The special properties of this base 
cause the color to set on top of the 
material, thus assuring good hiding 
power. 

The Special Flocking Ink is for let- 
terpress printing. It is used with let- 
terpress or cylinder press in exactly 
the same way as regular printing ink. 


Due to its special qualities it gives per- 
fect adhesion to flock, which so far has 
not been possible with ordinary print- 
ing ink. 

According to the company, “greeting 
card manufacturers and novelty print- 
ers will find this special Naz-Dar ink 
to be just the thing they have been 
looking for.”’ 


How to Get Refinishing Jobs 


In the past, many industries have 
developed new markets to take care 
of slack seasons. These new develop- 
ments have many times proved to car- 
ry an industry over this period, sta- 
bilizing employment and building a 
stronger business. 

A plan to develop new markets for 
Auto Repaint Shops is being worked 
out by far-sighted shop owners. Dur- 
ing slack seasons, neighborhoods are 
canvassed for repaint jobs on house- 
hold equipment. Many times house- 
wives wish to have _ refrigerators, 
washing machines, electric food mix- 
ers, and lawn furniture repainted to 
match color schemes, cover up 
scratches and damaged spots. In this 
way many appliances that are in good 
—— condition get a new lease 
n life. 

The Minnesota Mining & Mfg. Co., 
of Saint Paul, Minn., have offered a 
new thought on ways to secure addi- 
tional business for Auto Repaint and 
Repair Shops and have put this in- 
formation in folder form. In addition, 
on the back page of this folder are 
directions for repairing and refinishing 
a washing machines, etc., 
as outlin the 

In order to help Auto epaint Shops 
promote this new market, a “business 
getting’ card is offered, givin details 
of the plan and has been e avail- 
able for Auto Repaint Shops to send 
to homes in their vicinity. These 
cards will be furnished shops in rea- 
sonable quantities, with shop name 
and address imprinted, at no cost, 
by writing the Advertising Depart- 
ment of Minnesota Mining & Mfg. Co., 
Saint Paul, Minn. 


Naz-Dar Company Moves to 
Larger Quarters 


An announcement from the Naz-Dar 
Co., manufacturers of silk-screen pro- 
cess colors, equipment and supplies, 
Chicago, IlL, states that the concern 
has moved to a larger and completely 
modern factory, centrally located at 
469-483 Milwaukee Ave. When you 
write them please remember the ad- 
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DELAYS! 
DRYING LAMPS 


@ STARTS AT THE FLIP OF A SWITCH 


Radiant Heat being of the same general na- 
ture as visible light, is as easily controlled. 
A flip of the switch and the heat is there in 
full force. No delay. No elaborate insulated 
ovens or time-consuming pre-heating. See 
your local Westinghouse Mazda Lamp dis- 
tibutor or write for folder, Westinghouse 
Lamp Division, Bloomfield, New Jersey. 


Westinghouse Drying Lamps are 
also being used to dry paints, lac- 
quers, and enamels faster and better. 


@ FASTER! . . CHEAPER! . . EASIER! 


No wonder business everywhere is turning 
to this new, economical way of heating and 
drying! Radiant heat penetrates the surface 
finish or film, causing more rapid drying of 
lacquers, paints and enamels. Greater speed 
, plus lower installation and maintenance costs 
Synthetic enamel dries in 12 minutes have resulted in lower total processing costs, 


under these drying lamps mounted on 2 

two portable racks. fewer “bottlenecks” due to drying delays. 
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Electric Drying of Finish 


Some time ago we lost all of our 
back numbers of INDUSTRIAL FIN- 
ISHING as a result of enemy action. 

You will recall that in an old is- 
sue there was an article dealing 
with the method of drying finishes 
on metal objects by passing a high- 
frequency current through the ar- 
ticles, the idea being that this ob- 
tained drying from underneath in- 
stead of surface drying. 

We would be extremely obliged 
if you could let us have a copy of 
this particular back number and 
also if you could furnish details of 
any developments to this process 
which have since been effected. 

Many people over here are tak- 
ing an interest in infra-red stoving 
[baking] but it occurs to us that 
the high-frequency baking may 
have certain advantages. 

We regret having to trouble you 
but can assure you that the loss of 
this valuable information was not 
the least of our misfortunes.—P. 
M. B., Ltd., ENGLAND. 


We do not recall of having pub- 
lished an article about high-fre- 
quency electric drying, such as you 
describe. It occurs to us that this 
would be impractical, or very lim- 
ited in its possibilities. 

Could it be possible that you 
have in mind the use of a high- 
voltage electric field for the re- 
moval of paint beads from dipped 
work, as described and illustrated 
in a feature article in Dec. 1940 
issue, and also briefly described in 
Feb. 1941 issue, page 64? Or per- 
haps you have read about the idea 
elsewhere. 

We have electric ovens and in- 
fra-red electric drying but, of 
course, that isn’t what you have in 
mind. For further information on 
infra-red drying, we are sending 


Questions; 
Audwenrs 


Questions are welcome and will be 
answered promptly by mail. Readers 
are invited to prepare and send in 
additional information relating to 
any of these questions and answers. 


you tear sheets of articles pub- 
lished in recent issues of INDUs- 
TRIAL FINISHING.—ED. 

Editor’s Note: Does any reader 
know anything about drying sur- 
face coatings on metal by passing 
an electric current through the 
articles? 


Sweating Pipes 


We would appreciate it if you 
would kindly advise whether or not 
you know of a paint that can be 
applied to pipes to eliminate ex- 
cessive moisture, or sweating on 
the outside.—H. C. Co. (Furn.). 


This question is well answered 
by an article under the title, “Pre- 
vents Condensation Drips,” as pub- 
lsihed on page 64 of June 1941 is- 
sue of INDUSTRIAL FINISHING Mag- 
azine. Quoting from the article: 

“A coating of ‘Insulmat’ will 
prevent condensation from forming 
on cold surfaces during summer 
days when the atmosphere is heav- 
ily loaded with moisture. We all 
know how the dripping from cold 
pipes, ceilings or other surfaces 
can prove harmful to products 
stored or in process of manufac- 
ture.... 

“This material is a spray-on 
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PRODUCTION SPEEDED | With A & W INFRA-RED 
FORMULAS, SAY LEADING MANUFACTURERS 


Much Faster Schedules, 
Finer Finish Attained 
In Many Installations 


In times like these, how to speed up 
production and increase plant capaci- 
ties concerns many manufacturers. 
Leading users of fast infra-red baking 
methods say that A & W infra-red 
formulas help to cut finishing time 
and quicken production schedules. 

Ault & Wiborg pioneered in the 
development of infra-red finishes— 
finishes that make it possible to take 
full advantage of the speedier sched- 
ules which infra-red setups permit. 
A & W formulas are being used to 
finish a great variety of products, large 
and small, by infra-red methods. In- 
cluded in this list of products are stor- 
age files, washing machines, steel 
building sections, water heaters, 
vacuum jugs, auto heaters, cash reg- 
isters, automobile moldings, vacuum 


Here is the new, Cerny! infra-red lamp setup 
at the Dickey-Grabler Co., Cleveland. Fast- 
baking A & are used on casket 
hardware to produce a resistant, 


five surface. Switching from 
mi 


and a = 
material costs and yet achieve = ay 


At the Mintz Co., in Cleveland, a new metal headrail for Venetian blinds is baked on a three and 
@ half minute schedule in a 14 foot infra-red lamp setup. Here, too, A & W infra-red formulas 


are used. Temperature a on 24 gau, 


metal is 400 degrees F., and an average of 250 


finished headraiis is turned out per hour. The finish which results is durable and uniform. 


J, casket Aw 
tian blind strips. 

Ask leading users about A & W 
finishes! They will tell you to use fast- 
baking A & W materials for a harder, 
tougher, more uniform finish. On this 
page are shown two of the many Ault 
& Wiborg infra-red installations. If 
you are considering the use of infra- 
red, write for more information on 
how A & W finishes can speed your 
production! 


This Free Booklet Tells 
What Infra-Red Can Do 


, and Vene- 


Since finishing operations with infra- 
red lamps are still relatively new to 
most manufacturers, there may be 
many questions concerning infra-red 
applications which you want answered. 
A new booklet, “The Facts About 


Infra-Red” contains questions most 
commonly asked about infra-red, and 
the answers to them. 

We should be glad to send you a 
free copy of “The Facts About Infra- 
Red” Drop a line to Dept. IFS, Ault 
& Wiborg Corporation, 75 Varick St., 
New York City. Why not write today? 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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plastic compound containing spe- 
cially treated cork particles, guar- 
anteed to absolutely eliminate con- 
densation drip. It is self-bonding, 
requires no priming coat, adhesive 
or supports, and can be applied to 
any metal surface. There is no 
upkeep and it is said to last as 
long as the metal to which it is 
applied. 

“At Purdue University, ‘Insul- 
mat’ No. 595 has been subjected to 
intensive vibration and other se- 
vere tests under various conditions 
and has been found to possess un- 
usual adhesion, to be odorless, and 


to form a valuable protective coat- 
ing to metals.” 

As we have said many times be- 
fore, so we repeat again: Read 
every copy of INDUSTRIAL FINISH- 
ING carefully and then file all cop- 
ies in some safe place for frequent 
future reference.—Eb. 


Limed Oak Finish 


We have received an inquiry to 
the possibility of our supplying 
materials which are required for 
producing a limed oak finish. We 


te which spray-painting equipment is being put in the national defense field 


are many and varied. For example, at military airfields throughout the United States, 
every fighter ’plane and bomber which has been out of active service as long as a week 
has its engine sprayed with an anti-corrosive compound containing castor oil. The above 
illustration shows this work being done on a fighter based at Wright Field, Dayton, Ohio. 
Other ways in which spray-painting equipment is used to prepare our military sky 
fighters for their jobs include the spraying of protective and decorative coatings, both 
inside and outside the ’planes, the spraying of non-reflecting paint on nacelles and pro- 
pellers to prevent glare, and the application of sound deadeners inside fuselages to kill 
motor vibration. Photograph, Courtesy of The DeVilbiss Co. 
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WATER WHITE LACQUER 
with 


27% Solids at the Gun! 


A Royalty Water White Lacquer that meets the 
most exacting specifications and requirements. 


A free generous working sample will convince 
you of its superiority. Write today. 


RUDD LACQUER CORPORATION 


MAIDEN LANE, HEW-YORR 


Factory—Rahway, N. J. 
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FLOCK IT! 


Have you an item that can 
be improved in appearance 
or utility by decoration? 
Then give it a coating of 
beautiful lustrous Rayon. 


FLOCK IT! 


by spray gun or screen 
process. Watch your sales 
and profits rise from the 
added beauty or utility of 
your product. It’s happen- 
ing to hundreds of firms 
who have adopted a flock 
finish. Examine your line 
for a product that can ben- 
efit by this finish and 


FLOCK IT! 


Write for color card and 


CLAREMONT 
WASTE MFG. CO. 


CLAREMONT, N. H. 


The country's leading 
manufacturers 


are not familiar with this finish, 
and we are wondering whether or 
not you can give us any data on 
how this finish is produced. We 
shall appreciate any information 
that you can give us on the sub- 
ject.—X. Y. Co. 


The limed oak finish we have in 
mind is a sort of blond oak 
streaked with either white or light 
gray. It is produced in a number 
of different tints—and by differ- 
ent methods. 

One of the lower cost methods 
is to first select the wood for rea- 
sonably uniform light color. Apply 
a clear lacquer sealer coat. Then 
apply white, off-white or light gray 
filler suitable for use between lac- 
quer coats. After this has been 
properly rubbed into the pores of 
the wood and the excess has been 
wiped off clean—and when what 
is left has become thoroughly dry 
—apply one or two or three coats 
of clear or mildly tinted lacquer. 
The lacquer can be tinted white or 
pale rose or light gray or off-yel- 
low, as desired. Rub to kill the 
gloss, and, if desirable or allow- 
able, apply wax. 

Naturally, this process is capable 
of variation. For example, oak can 
be bleached all over or only at the 
dark areas before sealer coat or 
filler is applied. Or, the lacquer 
used may be what is generally 
called bleaching lacquer.—Eb. 


Radio Cabinet Finish 


HE PROCESS of finishing a ra- 

dio cabinet, to get the proper 
results, is along the same lines 
that any cabinet finishing is done. 
Usually, on some middle-class ra- 
dio cabinets, the job is started by 
using a combination stain and fill- 
er for a base color. This is fol- 
lowed by a coat of sealer, after 
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FINISHING, WELDING and 
CUTTING EQUIPMENT 


TYPE OM SPRAY GUN—Light in weight, 
compact. Operates as production unit for 
continuous service or for touch-up work. 
Features “Hollow Air” atomizing principle. 
Top efficiency with all types of spray 
material. 


MILBURN CUTTING AND WELDING 
TORCHES—Sturdily constructed to high- 
est government standards. [Illustrated is 
the Type HMS—a modern development in 
the welding art. With attachments it can 
be used for welding, brazing, soldering and 
cutting. 
MILBURN CUTTING AND WELDING 
TIPS—Made of special rolled copper and 
embody outstanding features to give high 
efficiency, longer life and lower consumption 
of gas. Interchangeable. 


Write for complete catalog of paint 
spray equipment, welding and cutting 
apparatus and regulators. 


The ALEXANDER 


Company 
1402 West Baltimore Street — — Baltimore, Maryland 
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which the surface is sanded. Then, 
to produce a 2-tone color combina- 
tion, the cabinet is masked by ap- 
plying masking tape to the parts 
that are not to be colored. After 
this operation has been completed, 
the tape is removed. 

The cabinet is cleaned up and 
touched up—burning-in all bruised 
parts—to make it ready for the 
finish coats of a high-gloss lac- 
quer. One coat usually does the 
job on the cheaper class of work, 
while two coats are needed for the 
better jobs. 

On this class of work rubbing is 
cut short by using a wet-or-dry 
Provides easy-to-wear comfort and safety sand paper, along with a combina- 
against vapors of paints, lacquers and | tion of naphtha, rubbing oil and 
— a rubbing compound, mixed in the 
coal tar derivatives, alcohols, ete. Cart. | Tight proportions. This will give a 
ridges quickly replaceable. Bulletin EM-3. | real surfaced job of rubbing. 

After getting the finish rubbed 

MINE SAFETY APPLIANCES CO. in this way to a smooth uniform 
District Representatives in Principal Cities surface, a high polish can be pro- 
duced by using a rubbing com- 

pound and rubbing with the grain 
to take out all scratches. Then 
y A b T | N ’ S use a cleaner to remove all sub- 
stances from the surfaces. Wax 

and polish the surface to complete 
PRODUCTION PROVEN the job. This method should give 


excellent results.—F. W. WorTH. 
INDUSTRIAL FINISHES 
Finishing system scientifically | | Ways to Cut Costs in the 


Ps ~ developed to meet your spe- Finishing Room 

z cific conditions will (1) Cut FINISHER can usually re- 
nishi duce the expenses in his de- 

a Save time by reducing the only adopt the following attitude: 


number of finishing opera- What if I were paying for all 
tions. of this material myself? 
Most finishers handle an enor- 


: mous quantity of material in a 
Martin year’s time, amounting in cost to 
cl several thousand dollars worth. 
900 WEST 49TH PLACE Accustomed to thinking in terms of 

CHICAGO, ILL. drums, the average finisher is like 
ly to overlook the loss of a few 
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Always 
At Your Service 


The abnormal condition of the raw mate- 
rial markets makes it important—now more 
than ever—to work closely with your 
source of supply for your finishes. 


Hilo is alert in obtaining its allotment of 
all available raw materials and is constantly 
exploring the new fields and applying new 
techniques to continue to fill the daily needs 
of our old friends. 


With some items the raw material situation 
is not yet acute and Hilo can expand its 
service on them. 


If you are not now using them try Hilo 
Black Japans and Enamels. They are the 
old standbys of the Industrial Finisher and 
are your best bet for CONTINUAL 
AVAILABILITY because of their formu- 
lation. Send your trial order today. 


HILO VARNISH CORP. 


51 STEWART AVENUE, BROOKLYN, N. Y. 


CHICAGO, ILLINOIS BOSTON, MASSACHUSETTS 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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for paint, varnish, lacquer, baked enamel, cement, etc. 


NON-INFLAMMABLE—EASY TO APPLY 
. . . NO AFTER-CLEANING 


1-C-D FORMULA 9 is safe, non-inflammable and wax free . . . 
can be brushed or sprayed . . . Quickly removes all kinds of 
finishes and coatings . . . Doesn't raise grain nor discolor . . . 
It costs less to use . . . saves time, labor and material. 


SPECIALTY COATINGS—I-C-D laboratories have special- 
ized in formulating and manufacturing non-inflammable coat- 
. ings and substitute finishes. If you have a tough coating or 
finishing problem send in your specifications, finishing schedule 
and requirements. Quick action, quick results if possible and 
@ quick answer is promised. 


INDUSTRIAL CHEMICAL DEVELOPMENT CORP. 


SYNTHETIC USERS 


Everywhere we find users of synthetics turning to lacquers and lacquer 
enamels, because of the scarcity of the raw materials needed to make 
synthetics. 

For years we have been making synthetics, lacquers and lacquer enam- 
els and are qualified to make recommenda- 
tions which fit perfectly into your present 
finishing schedules. Samples and full infor- 
mation will be sent to you gladly at your re- 
quest. Write or wire today. 


DURALAC CHEMICAL CORPORATION 


90 LISTER AVENUE NEWARK, N. J. 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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pints here and there, whether it 
be from faulty handling or poor 
methods of application. However, 
these “heres and theres” will, in a 
short time, amount to his week’s 
salary. If he were shelling out a 
couple of bucks for each gallon 
lost it would be a different story. 

Small quantities of left-over 
paint can be mixed together and 
used on surfaces where color is 
not important. In this plant, for 
example, we have occasion to paint 
the inside of our product, which 


This bucket pays a $410 dividend. 


requires only a small amount for 
each unit. We use the left-overs 
out of the “goo bucket,” as it is 
called, and it saves a correspond- 
ing amount of grey primer which 
was formerly used. For thinning 
this mixture we use the thinner 
in which our stencils have been 
washed. This contains some lac- 
quer itself. 

Now let’s take our pencil and 
figure it up, say for a week’s time: 


Lacquer per day, 2 quarts, 
for 5 Seve. 24 gallons 
@ $2.00 per gallon 

Reducer per day, 2 quarts, 
for J days, 2} gallons, 
@ 80 cents per gallon 


Total per week 


RANDOLPH 
Low-Inflammable 
DOPE 


REDUCES combustibility of a 
fabric surface by 100% or Mors! 
Available in Clear; Full Range 
of Colors and in Hot Dope form 
on special order. 

Send for sample and detailed 
information. 


Dopes—Thinners 
Lacquers—Synthetics 


FINISHING PROD 
Carlsta 


w/Jersey 


RANDOLPH] 


CO. 


Assures Better and Faster 


FINISH BAKING 


The proper 
finish baking 
oven willim- 


up produc- 
tion and cut 
costs. See 
Despatch for 


for better 
and faster 
finish baking. 


A DESPATCH OVEN 
BAKING FINISH ON 
MOTORS 


WRITE FOR DETAILS | 


OVEN 


DESPATCH 


MINNEAPOLIS, MINNESOTA 


FOR DEFERSS 


COMPANY 
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NEW! ... . Pulmosan 
M3C CHEMICAL RESPIRATOR 


EAS 
BREATHING 
LIGHTER 
WEIGHT 
HIGH 
SAFETY 


LOW COST 


men will 

ke the com- 

fort of the 

Respirato 

will like its 

Alumi. 

ented rubber cushion, sxhalatio = 

valuable features. Get deta . — 4 
SAFETY EQUIP. 


PULMOSAN CORPORATION 


Dept. IF, 176 Johnson St., Brooklyn, New York 


NATIONAL PAINT 


DICTIONARY 
1940 — $5.00 


More than a Dictionary—an Ency- 
clopedia. This is the most complete 
work of its kind now available. It 
includes definitions of trade names 
of raw materials used in the Paint 
and Allied industries—also charts, 
tables, useful information and mis- 
cellaneous data to which you can 
refer often. It describes all the im- 
portant testing devices and appa- 
ratus used in the laboratory, to- 
gether with illustrations and is 
strictly technical, thoroughly au- 
thentic and completely unbiased. 


INDUSTRIAL FINISHING 


222 East Ohio St. Indianapolis, Ind. 


In a year this would amount to 
$410, which is not a bad saving. 

Sometimes there is a waste prod- 
uct in another part of the plant 
that can be utilized in the finishing 
room. For instance, the tow bind- 
ing that is wrapped around uphol- 
stering cotton is excellent for wip- 
ing filler. 

Sandpaper is an article that is 
wastefully handled, especially if 
sanding is done by hand. In our 
shop it is the rule to wad up a 
piece of sandpaper before it is dis- 
carded; then when we pick up a 
piece that is still folded properly 
for using we know it is not worn 
out. 

Thinner is also squandered in 
many shops, probably because it is 
so plentiful. Some men have the 
idea that they should open the 
faucet and wash their hands in it 
like they use water at the kitchen 
sink. If solvents are used for 
washing and cleaning, the cheapest 
grade should be used. For cleaning 
the hands, a few ounces on a rag 
will do as well as a gallon.—AL 
MATLOCK. 


Frolics in the Finishing 
Room—5 


NUMBER of years ago, in a 

factory where I worked, there 
was a man whom [I'll call Fred 
Fox, who was always dissatisfied 
about everything. He would quit 
his job at our place and go out 
on another job; then he would 
come back, etc. 

One day the boys got the office 
manager to type a letter to Fred 
saying that he had been well rec- 
ommended and that the manager 
would be at the local hotel on a 
certain day at 11 o’clock in the 
morning for an interview. That 
day Fred came in all dressed up 
and declared: 
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AGAINST WASTE OF 
TIME, LABOR ANO 
MATERIALS -use me “Sol 


Above: Sanding plywood 
wings and stabilizers. 


RECIPROCATING 


labor tie up production. Whether or not it’s a de- 
fense contract, it’s speed you want—and it's speed you get 
with the Easy Electric Sander. One inexperienced man, with 
the Easy, can do the work three times faster and eut time, 
labor and abrasive costs up to 80%. That's why industry's 
leaders are using the EASY for every finishing application on 
metal, wood, plastic, composition and other surfaces. 


Save Dollars the “Easy” Way—Write for Literature Today. 
DETROIT SURFACING MACHINE COMPANY 


1434 West Davison 


Detroit, Michigan 


“Well I am about ready to get 
out of this place.” 

About 10:30 he rang out and 
went to the hotel. It so happened 
that there had been a man at the 
hotel the day before by the same 
name we had given in the letter. 

After lunch Fred returned very 
much down in the dumps. He 
thought he had missed out on a 


good chance for a better job. He 
talked about it for a week. Finally 
it leaked out that it was a frame- 
up. When Fred heard this he was 
hotter than a ball of fire. He had 
been fooled and he had lost two 
hours of working time. He was 
then ready to take on everyone in 
the shop.—J. K. CooPEr. 


Infra-Red Baking Solves 
Production Problem 
(Continued from page 25) 


Mr. Meyer quickly recognized the 
advantages of his new equipment. 
It provided a means of stepping 
up production schedules and aided 
in producing a superior finish. 
Also, no more spoiled lamps showed 
up. Whether the infra-red radia- 
tion, through its penetrating 
power, completely absorbs the hid- 
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NOW Ready to Ship This 
New Cesco No. 602 
Healthguard Abrasive Mask 
and Cesco Paint Spray Mask! 


NEW fort and | d 

construction features that will 
help you maintain produc- 
tion at high efficiency and 
reduce industrial hazards. 
Faster, better tion 
for sandblast and paint 
spray operations. 


New Cesco No. 602 
ABRASIVE 
ks with 


pressure 
Highly efficient 
in silica, metallic 
_ and mixed dusts. New 
approval No. 19/8. 
Bureau 


Made muslin, rubberized cloth, or 
khaki. Hood, attached to cap, fits snug- 


Get Details—Write 


CHICAGO EYE SHIELD CO. 


2367 Warren Bivd. Chicago, Ill. 


den cyanide or somehow acts to 
nullify its corrosive power, has 
not been determined. Of greater 
concern to him is the fact that 
discoloration of his metal lamp 
bases and shafts has ceased. This 
he attributes entirely to the infra- 
red lamps. 


Sherwin-Williams to Operate 
Ordnance Plant 


Plans have been completed by The 
Sherwin-Williams Co. of Cleveland 
Ohio, for construction, management and 
operation for the government of a huge 
bomb and shell-loading plant known as 
Illinois Ordnance Works, to be built on 
Crab Orchard Lake at Marion, Il. 

A separate company, known as The 
Sherwin-Williams Defense Corp., has 
been set up to operate the new project 


ment contract, with head- 
quarters at Cleveland, Ohio. 


In addition to many years of chemical 
engineering and operating experience 
in the paint industry, Mr. are was 
active in the World War Muscle Shoals 
development, where he serv as a 
Lieutenant Colonel. For the past two 
years, Colonel Ware has been in charge 
of and operating the new 
Sherwin- Willi ee Titanium Plant at 
Gloucester, 

The new an ‘site in Southern IIli- 
nois comprises some 25,000 acres of 
land. Exclusive of the cost of the land, 
the estimated construction cost of the 
works includin equipment is between 
$27,000,000 and $40,000 The con- 
struction and operation of the plant 
will require several thousand men, most 
of whom are expected to be drawn 
from the immediate vicinity of the 
plant site. 

While the ammunition-loading opera- 
tion will be new to The Sherwin-Wil- 
liams Co. and different from paint and 
varnish manufacture, nevertheless, the 
company has a experience and 
trained personnel through the opera- 
tion of its 22 factories, which include 
chemical, dye, dry color and insecti- 
cide plants. 


DeVilbiss Plant Expanded 


Increased demand for spray paint- 
ing and exhaust equipment of both 
standard and special designs through- 
out the defense industries has occa- 
sioned another substantial plant ex- 
pepeten at the DeVilbiss Co., in To- 
edo, Ohio. 

The addition, which will double the 
size of the company’s spray booth 
and exhaust equipment division, is the 
second expansion program to car- 
ried out by DeVilbiss in_ recent 
months. The size of its air com- 
pressor division was recently increased 
substantially. 

The DeVilbiss Co. currently is turn- 
ing out spray-painting and allied 
equipment for a wide variety of uses 
in .— yn as well as in Army 
and Navy operations throughout the 

months, and these are now in use by 
shell-coating machines for several 


country. 

The company has been making 
a large number of shell manufactur- 
ers in the United States. 

With respect particularly to the 

ray booth and exhaust uipment 
a vision, however, it not only is touch- 
ing new fields of Army and Navy ef- 
forts, but is reaching into the ma- 
chine-tool industry where speed and 
an abandonment of old hand-spraying 
methods mechanized per- 
formance a virtual necessity. 
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INDUSTRIAL FINISHING 


Distributed monthly to finishing room and 
paint shop foremen, production superin- 
tendents and company officials of metal- 
working, woodworking and miscellaneous 
industrial plants where production finish- 
ing is a major operation in parts and 
products manufacture. 
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Editorial 


Prices of Materials and 
Their Availability 


Users of finishing materials are 
faced with new and extraordinary 
problems. Not only is the price 
trend of materials upward, but 
some materials are difficult if not 
impossible to get for the time be- 
ing. Substitutions are being sought, 
found developed and improved as 
the demands and prices for various 
materials increase. 

Price increases usually mean bad 
news to the buyer, and most manu- 


facturers of finishing materials are 
reluctant to announce price in- 
creases to customers unless and 
until this is absolutely necessary. 
It has now become necessary with 
most materials. One manufacturer 
states the case clearly and sensibly 
in a bulletin of new prices issued 
under date of September 2, 1941. 
To its customers, this company 
says: 

“We regret very much the price 
increases on opr products that are 
made effective with this list. It is 
due to conditions beyond our con- 
trol. For over a year the prices 
on many of the raw materials 
which we use in the manufacture 
of our products have been advanc- 
ing steadily, and within the past 
few months nearly all products 
have increased in price. The trend 
is still upward. In addition, raw 
materials are becoming scarce and 
hard to secure at any price, due to 
the existing defense situation. We 
could, of course, maintain the same 
prices by lowering the quality of 
our products, but rather than en- 
danger our reputation for high- 
grade merchandise, that we have 
built up over a period of 20 years, 
we prefer to increase the price in 
order to take care of the added cost 
of manufacturing. 


“We feel that this will meet with 
the approval of our thousands of 
friends and customers throughout 
the country and you may rest as- 
sured that prices will be lowered 
again as soon as possible. 

“It must be understood that the 
prices quoted in this supplement 
are subject to change without no- 
tice, inasmuch as the picture in 
the raw material field is changing 
rapidly and we do not know from 
day to day what the next ship- 
ment of raw material is going to 
cost us, or how much is going to 
be alloted to us.” 


SHING 


als are 
ce in- 
s and 
ssary. 
y with 
cturer 
nsibly 
issued 
1941. 
npany 


price 
at are 

It is 
r 
prices 
terials 
acture 
ivanc- 
> past 
oducts 
trend 
Taw 
e and 
jue to 
1. We 
same 
ity of 
in en- 
high- 

have 
years, 
ice in 
d cost 


t with 
ds of 
ghout 
st as- 


for September, 1941 


77 


This explanation appears to us 
to be a clear honest statement of 
facts. It portrays conditions as 
they are. Changes are sure to oc- 
cur, but a downward price trend 
isn’t anticipated soon. However, 
materials for finishing will con- 
tinue to be available. They are 
available in England, Australia 
and New Zealand, as we see by 
the representative painters’ and 
finishers’ magazines published in 
those countries. These prosperous 
looking publications contain a con- 
siderable volume of display adver- 
tising featuring materials, supplies 
and equipment for painters, decora- 
tors and industrial finishers. 


Time to Investigate and 
Prevent Wasting 


With price increases either in 
effect or likely to be announced 
soon on practically everything the 
manufacturer buys, it is impera- 
tive to do something about the 101 
sources of wastage that prevail in 
almost every manufacturing estab- 
lishment. Today materials, equip- 
ment, supplies and labor are too 
precious to be wasted. It is man- 
agement’s job to see that they are 
all employed and used with maxi- 
mum effectiveness. 

Specific instances of wastage in 
the finishing department and ways 
to prevent it, can be found in sev- 
eral articles published in past is- 
sues of INDUSTRIAL FINISHING. 
These ideas, suggestions and rec- 
ommendations are from finishing 
foremen and others intimately fa- 
miliar with what goes on in indus- 
trial finishing departments, there- 
fore the information is authentic, 
practical and timely. 

An excellent plan to follow when 
it is decided upon to do something 
about wastage in the factory, is to 
make several first-hand observation 


trips through the plant. Inspect 
not only all of the regular work 
stations, storage areas and mate- 
rial-handling equipment, but look 
also at the places where certain 
work is done only occasionally. It 
is in the latter places that the 
greatest waste usually occurs. 
Make repeated inspections in the 
same places, but on different days 
and at different times of the day. 
Ask questions. Go into consulta- 
tions with the foreman. Put up a 
suggestion box and post a notice 
of certain rewards for written sug- 
gestions from workmen. 

A real concentrated drive to find 
out where actual wastage is going 
on, and the development of ideas 
for correcting it will produce some 
remarkable results. After putting 
into operation certain practices 
aimed toward producing savings 
and economies, strict rules should 
be enforced for their continuance. 
It is the continuance of several 
small savings and economies that 
produces substantial total amounts 
at the end of the year. 


Replacing the Air Exhausted 
From Spray Booths 


The replacement of air that is 
pulled out of a finishing room by 
exhaust fans is a matter that con- 
cerns all users of spray booths. 
When cold weather is at hand and 
the building must be closed and 
heated, this matter is of particular 
importance, especially to companies 
that have several spray booths in 
continuous operation. 

Naturally, if 50,000-cu.ft. of 
heated air is blown outside every 
minute, then it follows that 50,000- 
cu.ft. of air per minutes must be 
drawn in, cleaned and heated to 
replace what has been expelled. 
You can easily figure the amount 
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of air being blown out of the fac- 
tory by multiplying the square 
feet area of your spray booth en- 
trance (width times height) by the 
face velocity of air passing through 
the booth. The face velocity of air 
going through the booth, when 
spraying is under way, is or should 
be somewhere between 100 and 
200-ft. per minute. 

Of course, during mild weather, 
when doors and windows are open 
(as in non-air-conditioned rooms) 
plenty of air comes in to replace 
what is blown out by the exhaust 
fans. 

An engineer of our acquaintance 
has been giving this matter con- 
siderable thought. He is planning 
an installation wherein air will be 
supplied to each spray booth by 
one or more separate ducts. The 
air will be drawn in through a 
filtered opening, conveyed to the 
booth through a duct and released 
probably at the sides of the booth 


UPER-KAMEX 


New improved furniture and cabinet finish. 
Combines best features of Varnish and Lac- 
quer without faults of either. Can be sand- 
ed in hour. Clear, gloss, semi-gloss or flat. 
FREE—Write for sample and proof-panel 


M. L. CAMPBELL CO. 


706 East 19th St. Kansas City, Mo. 


NALCO DRITHERM 

CARBON FILAMENT LAMPS 
BEST for Infra-Red Ray Drying 
Nalco Dritherm Lamps are the 
carbon filament type . . proved 
for years in therapeutic and in- 
dustrial practice as providing 
maximum emanation of infra- 
red ray within desirable pene- 
trating band. Made only by— 


North American 
1030 Tyler Street 


Mo. 


—possibly at the top and bottom 
also, The arrangement will be en- 
gineered so that a practical bal- 
ance is maintained in regard to the 
volume of air taken in, which in- 
cludes what is blown in through 
spray gun nozzles, and that which 
is drawn out by exhaust fans. 
When the exhaust fans are 
stopped, probably the supply of in- 
coming air will be shut off or di- 
verted elsewhere. 


If this engineer’s idea works out 
as planned, the room air will not 
be appreciably disturbed. No dust 
or lint from the room will be 
drawn into the booth—and, of 
course, no heated air from the 
room will be drawn in and blown 
outside. If the plan will work sat- 
isfactorily, without heating the air 
that is supplied to spray booths, it 
certainly has interesting possibili- 
ties. It will stop a wasteful con- 
dition that now prevails and will 
conserve vast quantities of fuel. 
Even if it requires heating part 
of the air, or heating all of it to 
a temperature considerably lower 
than the room air, it is something 
worth looking into. The Editor 
will appreciate hearing from oth- 
ers who have experience along this 
line. 


Naz-Dar Price Supplement Ready 


Under date of Sept. 2, 1941, the Naz- 
Dar Co., manufacturers of silk-screen 
process colors, equipment and supplies, 
469-483 Milwaukee Ave., Chicago, IIL. 
issued an 8-page price list wherein 
new prices on its products are given. 
Users of silk-screen process colors and 
supplies should send for one of these 
price supplements immediately. 


Next Furniture Show Dates 


Market dates for the Colenee Mar- 
ket, as set by the Board of Governors 
at their recent meeting at the Amer- 
ican Furniture Mart, are: Fall Mar- 
ket, Nov. 3 ‘to. 8, 1941; ‘Winter Market, 
Jan. 5 to 17, 1942. 
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Letters from |. F. Readers 
(Continued from page 8) 


formed regarding developments in the 
paint industry. When he says, “no 
paint has yet been developed which 
will not turn yellow with age”, I will 
refer him to the synthetic enamel used 
on the Virden fixtures. It will not 
turn yellow. For further information, 
ask any one of the dozens of manu- 
facturers of synthetic baking enamels. 
Do not forget, too, that flourescent 
tubes are “cool”, therefore they can- 
not furnish the heat needed to turn 
anything yellow. You could hold a 
lighted one in your hand all day with- 
out getting warm. 

3) John C. Virden Co. of Cleveland 
is one of the oldest and most highly 
respected firms in the lighting-fixture 
business. In fact, this company was 
making lighting fixtures for American 
homes and stores long before porcelain 
enamel was ever used on lighting fix- 
tures. The company’s designs are rec- 
ognized for their high quality by com- 
petitors. The company is not making 
“cheap fixtures for the low-class trade.” 
Indeed, their products are outstanding- 
ly beautiful and the personnel of the 
company is exceedingly progressive. 

4) Porcelain enamel finishes are ex- 
pensive to apply and require highly 
specialized materials and equipment. 
Baked synthetic enamel finishes are 
reasonable in cost when compared with 
them. Further, they will not chip when 
hit with a hammer. 


Martindale Respirator 


Will you kindly tell us the name and 
address of the firm who manufactures 
the Martindale respirator?—S. E. Co. 


It is made by the Martindale Electric 
a 1365 Hird St., Cleveland, Ohio. 


Brick Finish on Metal 


Would you kindly advise us where 
we can get some information concern- 
ing paint finish on metal, or what com- 
panies make a specialty of reproducing 
brick finishes on metal?—S. & M. Co. 
(Sheet Metal Products). 


We are not sure about this. Can 
some reader submit an answer?—Eb. 


Spray Booth Coating 


In your June issue of INDUSTRIAL 
FINISHING, pages 76 and 78, we have 
read an interesting article regarding 
overspray breaking into blaze. The 
author, “C.W.McN” states he has the 
formula for a compound that can be 
applied to the walls of a spray 


YOUR PRODUCT 
AMERICAN RICHWOOD | 
PRODUCTS Co. 
(FORMERLY AMERICAN ELECTROTYPE CO.) 
Graining Plate Division 
104E.MASON ST. MILWAUKEE, WIS. 


Look at This 
SPRAY GUN VALUE 


$46.50, 


COMPLETE 
Full Fluid and 


ble from bleeder 
to 
type. ~aligning 
Spray Head .. . 
Cover Assembly 
adaptable for quart 
aluminum container or standard pint paint 
cans . . . Ideal for lacquers, enamels, 


etc. . . . Write for catalog. 


CROWN SPRAY GUN MFG. CO. 


1218 Venice Blvd.. Los Angeles, Calif. 


Warehouses in Principal Cities 


| 
GRAINING PLATES 
QUALITY 
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rapidly — rinse freely! 


Ji a SNAP To Cut 


ENAMEL STRIPPING TIME 
with ENTHONE 


ENAMEL STRIPPERS 


Protected by U. S. Patent 


Enthone strippers quickly and safely remove baked 
enamels of the urea-formaldehyde, resyl, glyptal. gly- 
cerolphthalic anhydride and bakelite types . .. as well as 
many other long-oil types of japans and air-dry enamels. 
Non-caustic, will not etch or attack any metal. Strip 


giz ENTHONE 


New Haven, Conn. 


and t he is in position to supply 
quantities of this material. We will ap- 
preciate having you put us in contact 
with this individual, or forward our 
name to him.—R. Industries. 


Information supplied.—Eb. 


Shellac Versus Lacquer Sealer 


There appeared in your July issue a 
2-page advertisement in which the fol- 
lowing statement was made 

“Manufacturers are realizing that 
shellac is tops as a sealer and under- 
coat for lacquer.” 

This is an unwise statement. It is 
particularly unwise at the present mee 
when advertising in gs is subjec 
to severe scrutiny—when, in fact, 
eral Agencies and many so-called “con- 
sumer” organizations have attacked 
advertising from the standpoint of its 
tendency toward over-statement. 

e advertisement goes on to say: 
“A good undercoat for lacquer must 
resist lacquer solvents.” 

Shellac does not resist lacquer sol- 
vent. Shellac gum is easily = lac- 
quer solvents and if it is appli in a 
medium or heavy coat, this will result 
in the shellac m being cut into the 
lacquer coat. is brings about a mix- 
ture which has caused despair in many 


finishing rooms. Even if it oo to 
be successful at first, it has 
resulted in a breakdown of the ‘finis 
at a later date. 
“Must bond both the 
wood and the lacquer t 
Shellac will ay do this. Tt will bond 
firmly with the wood but not with the 
top coat. 
“It must have similar coefficients of 
expansion and contraction”. 
hat may be true in part, but a com- 
bination of shellac and lacquer will not 
make as much of a unit as lacquer and 
am | sealer, which have the same 
the of solids and which are made with 
é@ same type of solvents. 
Must be an effective oonieg, for all 
spots and stains in the 
It is granted that shellac will seal 
the spots and stains in the wood, if 
an 


Sirellac can be made to work as an 
undercoat under lacquer, if necessary ; 
for example, if it is applied in a very 
— application, say, two parts of 

ohol to one part of 4-lb. or 4%-Ib.- 
cut shellac. Also, it should be given 
ample time to dry and then should be 
sanded thoroughly. Then, if the first 
lacquer application is fairly light (fair- 

“dry”) so that it does not cut too 

ly into the shellac coat, oe will 
probably get along fairly well. 

An experienced finisher can do these 
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things. He can produce a good finish 
under such conditions when it must be 
done, but why put the manufacturer of 
wood products under such a handicap? 
He is entitled to a reasonable margin 
of safety, especially now when experi- 
enced Ww finishers are scarce. 

The ideal undercoat for lacquer is, 
of course, lacquer. Generally speaki 
| point is not disputed. For spee 

sanding qualities, both of 
antel are important points in the seal- 
er coat, we specify a good lacquer 
sealer. 

Lacquer sealer does not resist lac- 
quer solvents. Obviously, neither does 
shellac. But your lacquer sealer, when 
used under a lacquer application, uni- 
fies with the lacquer coat, whereas shel- 
lac will not do so. This gives a uni- 
formly bonded coat—a basic coat that 
bonds Say with both the wood and 
the top coa 

Shellac is a good t of our produc- 
tion. Lacquers and lacquer sealers are 
a large part of our production in the 
industrial field, which fact we believe 
is generally known. We believe, there- 
fore, that we are in an excellent posi- 
to the above facts imparti- 

B. Youna, Vice President, The 
su le-Young Corp. 


Yes, Bonderite is Patented 


Your publication, INDUSTRIAL FIN- 
ISHING, received regularly and we 
find it a very fine trade magazine. 
Right now we would like to know 
whether or not you can answer the 
following question for us: 

Is Bonderizing a patented process 
and, if so, who holds the patents? 

We would appreciate an immediate 
reply, as we have to do this type of 
work in the very near future.—2Z. Plat- 
ing Works (Electro Platers & Metal 
Finishers). 


Bonderite is a patented material and, 
of course, the patents are owned by us. 
— Rust-Proof Co., Detroit, 


Tinted Lacquers 


We would like to obtain the names 
of one or two manufacturers who make 
tinted lacquers. These tinted lacquers 
are referred to in Mr. Al. Matlock’s 
article on page 16 of your July issue. 
—D. Casket Co. 


In the July issue, on page “Fin- 
ishing Metal Caskets”, by Al AL 
we found a finish that is interesting. 
Would you please give us the name 
and address of the concern that han- 
dies the sprayed plating finish, as Mr. 
Matlock explains in his article?—H. 
Casket Co. 


Waldstein Co. (Newark, N. J.) product 
for this.—Eb. 


Finishing Room Problems; Few 
to Solve Them 


I have read your editorial on “Many 
Finishing Room Problems But Few 
Men to Solve Them” (June issue, Pages 

0, 91) and I think it is a very good 
article and very timely. 

I agree with you 100% when you say 
that there are today many more finish- 
ing material problems than there are 
manufacturers’ representatives and en- 
gineers to solve them. While you ob- 
served this particularly in the South- 
west, I think it is true to a certain 
extent practically all over the country. 
I am sure this problem exists in the 
Southeast. 

Several reasons are put forth b 
manufacturers of finishing materi 
for not having enough service men to 
cope with these problems. One reason, 
I think, is that with the uncertainty of 
the supply of certain essential raw ma- 
terials used in the manufacture of 
some of the more important finishing 


MITTS PROTECTS SKIN 


When applied to hands before starting work . . 


comple of MITTS sent on request. Write today. 
MITTS MFG. CO., 367 E. 45th, Bklyn., N. Y. 


HY-POWER 
BLEACH 
Bleaching operation SIMPLIFIED. By mix- 
ing of two liquids, one application an 
results usually achieved by two. 

Write for booklet and full 4 3 on 
bleaches. 


M. L. CAMPBELL CO. 


706 East 19th St. Kansas City, Mo. 


GRAINING ROLLERS 


That produce a clear, sharp 
print will enhance the quality of 
your work. from any de- 
sign of their own, they repro- 
duce your etched plate even in 
the minutest detail. 


GRAINING ROLLER CO. 
1121 Cavairy Ave., Detroit, Mich. 
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REG. U. S. PAT. OFF. 


WOOD BLEACH 


New Complete Bulletin on Request 
L. R. van ALLEN CC Compan: 


(Patent L 
406 N. WELLS ST. 


SPECIAL [aguas 
GIFT 
OFFER 


ee 
nequalled for filling holes, 33 
scratches, mars on wood, ee 
metal, marble. FREE Elec- 33 
tric knife with 12 doz. or- 
der. Write for color card. 


M.L. Campbell Co. 


706 East 19th St. Kansas City, Mo. 


materials, many of the finishing ma- 
terial houses are hesitant about taking 
on new customers. 

Another reason is that the buyer 
of finishing materials is not as particu- 
lar, due to the overwhelming demand 
for furniture today. Many times the 
furniture manufacturer takes it for 
oe ae (and they are right in some 
nstances) that the customers aren’t 
as particular about the finish on the 
furniture which they ay today as 
they were in days gone by. But the 
manufacturer must remember that 
business will not always a be as good as 
it is today. He shoul pF as par- 
ticular about the kind and quality of 
material and the quality of finish that 
he gets as he ever was. 

Another reason for not having more 
service men is that many of the finish- 
ing material houses are running at full 
capacity and they (like the manufac- 
turers of furniture and other products) 
take the attitude of “What’s the use 
of adding the ex —y of service men 
when we are selling all the material 
we can manufacture anyway”. I nk 
we need service men today more than 
ever before. 

With manufacturers of furniture 
stepping up production in many ways, 
such as installing modern conveyor 

stems, etc., and due to the scarcity 
of some raw materials, I am sure man 
substitutes will have to be found an 
in many cases, perhaps entirely new 
types of finishing materials will come 
on the market as a result of this. 

All of these new materials used as 


substitutes will cause new and differ- 
ent problems to arise in the finishing 
room, so I am sure that the finishing 
material manufacturer who solves these 

roblems will be the one who gets the 

usiness. Many times the company 
that had the business, but failed to 
solve the new problems, will wonder 
why they lost the business. 

But who will solve these problems? 
While the manufacturers and their 
foreman finishers have to cooperate and 
help soive them, they certainly must 
depend to a large extent upon well- 
trained service men and engineers.— 
H. W. C., Foreman Finisher. 


Decals for Graining 


Would you please write for the at- 
tention of the writer, the name and the 
address of the company handling the 
decals for graining furniture, as ex- 
Pisistr in the July issue of INDUSTRIAL 

pages 42 through 46?—D. 


Information supplied.—Eb. 


Priorities Will Affect You 
(Continued from page 13) 
use the older slower-baking oleo- 
resinous finishes used before the 
advent of synthetics. Manufactur- 
ers in Class B should also prepare 
themselves, as their access to syn- 
thetic resin finishes is subordinate 

to Class A. 

We can hope that there will be 
enough for all cases, but the fact 
that there is an allocation program 
indicates that some manufacturers 
will have to substitute. Possession 
of a good flexible piece of baking 
equipment is going to be a great 
advantage to any user of finishing 
materials. 

In conclusion, be prepared to 
make some substitutions in your 
finishing materials, should it be- 
come necessary in your own par- 
ticular case; and exercise all of 
your ingenuity and knowledge to 
conserve the finishes you are now 
using. Consult back issues of IN- 
DUSTRIAL FINISHING Magazine for 
many articles describing ways to 
stop leaks in the finishing room. 
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PERFECT SKIN PROTECTION 
with 


TEX KIN 


(Registered) 

This soft harmless cream applied to the 
hands, arms and other exposed sur- 
faces dries in a minute to a thin, invis- 
ible tough film which protects against 
paints, lacquers, enamels, dirt, grease 
and grime. Removed with ordinary 
gentle toilet soap and water leaving 
the skin fresh, clean, smooth and soft. 
Industrial plants throughout the U.S.A. 
try it—then re + in increasing 
quantities. Send for liberal test sam- 
ple on firm letter Sead, 


DOSTER & CO. 


Classified Advertising 


FOREMAN FINISHER WANTED 
For plant in Chicago making wood 
products. Address IF-871, care Indus- 
trial Finishing. 


POSITION WANTED 


By finishing room foreman with back- 
ground of 15 years’ experience — 
stands, bookcases, chests of drawers, 
beds and knee-hole desks, promotional 
furniture priced from $5- $25 retail. 
Can give large scale production. Ex- 
cellent references. Prefer eastern lo- 
cation. MERLE 8S. MER- 
RILL, R. . 2, Auburn, Maine. 


INDUSTRIAL SALESMAN 
Wanted—Upper New York State, by 
well-known manufacturer of strictly 
industrial finishes. Prefer young man 
with college education se some 
experience in selling techni prod- 
ucts. Address IF-872, care Industrial 
Finishing. 


DE VILBISS DISTRIBUTORS 


Quick Shipments 
New and reconditioned Guns, T. 
Transformers, Booths, Fans, Paint 
Air Hose. Address HOVEY SPRAY 
EQUIPMENT COoO., Spring Garden 
St., Philadelphia, Pa. 


PAINT MIXING EQUIPMENT 
FOR SAL 


One four jar a mill with ten 
additional reelain jar 
aan * 8x15 mixing drums with floor 


All the above is Abbe e a ment and 
rand new except two o e mixing 
drums which have been only 
once. This equipment may be seen . 
our factory, or correspondence Epay be 

dressed to: L. & C. HARDTMUTH 
NC., Bloomsbury, N. J 


FOR SALE. 

SPRAY BOOTHS—! with 6' 6" x 6' 0" 
opening; | with 6° 6" x 8' 0"; | with 
7' 8" x 10° 0", good condition and com- 
plete with exhaust fans and three phase 
AC motors. Average price, $150.00 each. 
HUBENY BROS., INC., Roselle, N. J. 


Spray Finishing Equipment 
Available for Immediate Ship- 
ment — Rebuilt and Guaranteed. 


8 DeVilbiss Q. M., 60-gals., dou- 
ble —_ with safety Valve, 
vent valve, air pressure regu- 
lator and air cocks. Hand op- 
erated agitator, $89.00. 

DeVilbiss Q. M., 60-gals., Dit- 
to, except with air motor agi- 


3 


DeVilbiss 60-gals. Dit- 
to, ‘air motor agi- 
13.00. 

Vilbiss 30-gals. Ditto, 
double outlet, with hand oper- 
ated $89.60. 


= 


4 DeVilbiss Q. 5- gals., Ditto, 
except operated agi- 
tator, $38. 


4 DeVilbiss 2. M., 5-gals. Ditto, 
FToebe with air motor agitator, 


8 Binks ‘‘T’”’, 10-gals. Single out- 
let, with safety valve, vent 
vaive, air pressure regulator 

d air cocks. d operated 


, 30-gals. Ditto, ex- 
cept with air motor agitator, 


70.00. 
1 Ditto, ex- 
cept with air motor agitato’ r, 
0.00. 


inks “T”’, 120-gals. Ditto, 
with air motor agitator, $160.00. 

1 Paasche, 120-gals. 30-in. diam 
3-ft. 6-in. sound dead. 


soun 
1 large lot of Miscellaneous s spray 
guns. including Binks, DeVilbiss, 
Paasche Sound Deadener 
the new pr 
quoted F.O.B. Indian- 
apol diana, and subject to 
prior sale. 


M. & E. Manufacturing Co. 


720 S. Meridian Street 
Indianapolis, Indiana 
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Index ta Advertisers 


Advance Paint Co... ..Third Cover 
American Richwood Products Co.. 


Martin Varnish Co... 
Milburn Co., The Alexander. 
Mine Safety Appliance Co... 
Minnesota "Mining & sate. Co... 
Mitts Mfg. Co : 
Mixing “Co... 


North American Elec. Lamp Co.......78 


Perfection Paint & Color Co 
Pittsburgh Plate Glass Co.......... ll 
Pulmosan Safety Equipment Corp... 42 


Randolph Finishing Products Co.......7 
Reliance Varnish Co................... 
Rockford Varnish Co 35 
Roxalin Flexible Lacquer Co. 


Ault & Wiborg Corp... we: | 
Campbell Co., 78-81-82 
Chicago Eye 74 
Classified Advertising .... ..83 
Claremont Waste Mfg. Co.. 66 
Crown Spray Gun Mfg. Co... 79 
Day & Co., James B................. — | 
Despatch Oven Co 71 
Detroit Surfacing Machine Co............73 
DeVilbiss Co., The. 18-19 
Dolan & Company, Vv. J. 5 
Doster & Co. 83 


du Pont deNemours & Co. B. 1...44-45 
Duralac Chemical Co.......... 70 


Enthone Co., The 


Ferro Enamel Corp. 31 
Glidden Co., The 49 
Graining Roller Co... 
Hilo Varnish C 

Hovey Spray = 
Industrial Chemical Development 

‘orp. 

Industrial Tape Corp..............................3T7 
Koch Sons, Inc., George..................... 43 
Lilly Varnish Co.................... Front Cover 
M. & E. Mfg. Co 83 
Mahon Co., The R. C 20 


Second Cover 
Rudd Lacquer Corp. 65 


Schaefer Varnish Co........................:.. 
Shellac Information Bureau...........32- 3 
Skilsaw, Inc. 1 
Southern Varnish Corp.......Back 


Sterling Tool Products 
Stille-Young Corp. 17 
United Lacquer Mfg. Corp................... 6 

van Allen Company, L. 82 
Varnish Products Co... 
Walker Co., H. V. 75 
Watson- Standard 
Westinghouse Lamp Division...............61 


Zapon Division—Atlas Powder Co... 
Zapon-Brevolite Division—Atlas 
wder Co. 


“Please send your finishing magazine which comes directly to us to our 
finisher's home whose address is: Joseph J. Valentino, 218 Marlboro Rd. 
Syracuse, N. Y. He finds this magazine very helpful and has ordered 
several guns from the manufacturers’ names listed.'"—Kieffer Bros., Inc. 


Syracuse, N. Y. 


"Your publication, INDUSTRIAL FINISHING, is received regularly and 
we find it a very fine trade magazine.""—Kalamazoo Plating Works, Kala- 


mazoo, Michigan. 
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NISHING 


= + YOu must nish your bait 


E e To get a good finish on your furniture you need 
not take any risk .. . just use O'SHELAC. It 
a has been used and proved for almost a third of 
Co... 2 a century and practically a million drums have 
Pow been made and sold. 


This ever increasing use and acceptance testi- 
fies to the popularity of O"SHELAC and inci- 
dentally, the new Improved O'SHELAC is 
much lighter in color and has better build. 


|) ADVANCE PAINT COMPANY 


Manufacturers of Wood & Metal Finishing 


i 
4 > 
+ 
| 
Co.....18 
Co.......T1 
: 
Kale. 
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Developed and produced with scientific 
precision to amply fulfill the specialized 
and specific needs of industry, Southemn 
Varnish Corporation Finishes are unsur- 


passed in uniformity, durability, and aes- 
thetic appeal. 


VARNISH CORPORATION 
Roanoke, Virginia 


SYNTHETONE LACQUERS VARNISHES 
SYNTHETIC FILLERS SOVATONE STAINS (NGR) 
UNDERCOATS ENAMELS PAINTS 
WIPE-RITE STAINS SPRAY-RITE STAINS 


$0, OUF welcome the 
opportunity of developing a finish 
to meet your specific requirements. 
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